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A Stitch Sn Time--- 


In large finishing departments the supervisor or general foreman is often too 
busy with production or personnel problems to watch all details that are important 
to the successful and economical application of organic coatings. One of these 
details is the testing of incoming materials. If the head of the finishing department 
does not have the time to look after this detail, he should definitely assign the 
responsibility to a ‘quality’ control foreman. 






























_ In general, the control testing of organic coating materials is for characteristics 

of physical application and film properties rather than chemical analysis. A wise 
policy to adopt is the principle of sampling and testing organic finishing materials 
when received from the supplier. If materials are not tested until they are ready to 
be used, the possibility is always present that the finishing department will find itself 
in the position of having only unsatisfactory materials on hand, causing unnecessary 
production delays. Testing of finishing materials is not required as a means of 
questioning the integrity of the supplier, but rather because errors are always 
possible and changes can often occur in complicated products such as organic 
coatings. The first principle in the contro! of organic finishing materials begins 
with the adoption of the specific materials to be used and a thorough understand- 
a ing between the supplier and purchaser. 


One definite advantage of testing finishing materials before their use is that 
the information obtained from the inspection tests is of great assistance in diagnos- 
ing the troubles in production which occur in every finishing department. With 
reasonable assurance that the finishing materials were received in satisfactory 
condition, immediate attention can then be given to other things that may have 
gone wrong in the finishing process, such as treatment of base, preparation of 
materials, the application or baking operation. 
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FINISHING OPERATIONS AT 
Chryslers Dodge 
DIVISION 


By BRYANT W. POCOCK 


HE finishing of Dodge automo- 
mobiles and bodies at Chrysler 
Corporation’s Dodge Main 
Plant can be separated into 

paint spraying and plating. Of these, 
the spraying of paint and its attend- 
ant operations are the more spectacu- 
lar, even though the plating depart- 
ment is a large one, chiefly because 
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plating at Dodge is not as extensive 
as it would be in the complete absence 
of outside vendors. 

Extensive installations on 3 floors 
are involved in the application of body 
paint. Body stampings from the sub- 
assembly fixtures, where they are 
welded, come down from the 7th and 
8th floors to a point on the 6th floor, 
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Fig. 1—View of huge 
multiple-stage wash- 
ing and_ phosphatiz- 
ing installation on 6th 
floor of Body Building 


where they enter 
body-in-white as- 
sembly lines, for 
soldering over 
welds, the hang- 
ing and fitting of 
doors, installation 
of trunk lids, and 
so on, These 
“bodies in white”’ 
are metal finished 
wherever necessary, considerable 
hand work being required for the 
preparation of a good surface on 
which to apply paint. The bodies are 
then transferred to paint trucks, skel- 
etonized tubular conveyances which 


are constructed to provide a 4-point 
support for each body, and enter the 
paint department on 3 lines. 

Once in the paint department on the 
6th floor, bodies undergo a prelimi- 
nary spotting operation performed by 
hand with cloth pads immersed in a 


proprietary preparing solution. This 
operation provides for the removal of 
free acid, flux, and rust stains where 
some appear. Each of the 3 lines then 
enters a huge 6-stage multiple wash- 
ing and phosphatizing installation, as 
shown in Fig. 1. The stages are as 
follows: hot alkali wash, rinse, rinse, 
phosphate coat, rinse, and weak 
chromic acid neutralizer. This is fol- 
lowed on each line by a compressed 
air blow-off prior to drying. 

After air blowing, each line of 
bodies passes 
through a Dodge- 
engineered dry- 
ing oven, as 
shown in Fig, 2, 
passage requiring 
5 minutes at from 


Fig. 2—View of dry- 
off oven on 6th floor 
of Body Building 
through which bodies 
pass following phos- 
phatizing. Note rows 
of hot air ducts. 








Fig. 3—Dodge Division employee 

spraying undercoat on top of 

car body on 6th floor of Body 

Building. Operator works from 

a bridge beneath which bodies 
pass. 


350 to 400 degrees F. 

These ovens are unique in 

that ducts supplying 3,000 

feet per minute velocity of 

hot air are arranged in 2 

rows, one row near each 

side, directed down from 

the tops of the ovens. The return duct 
in each case runs along the center of 
the top of the oven to heaters above 
the oven. Considerable moisture is 
disposed of in these ovens, the bodies 
emerging hot and dry. 

The 3 conveyors now pass through a 
cooling region, where glaze is spotted 
over soldered areas and over such im- 
perfections as stretcher marks which 
may have been caused by forming op- 
erations, or tiny scratches or marred 
surfaces resulting from accidents, The 
bodies are now conveyed through 3 
parallel rows of undercoat spray 
booths, where a combination primer- 
surfacer undercoat is sprayed on all 


external and certain internal areas. 
Each row of booths contains the fol- 
lowing elements; (1) a pair of water- 
washed, staggered booths, where the 
first coat is sprayed on the outer sides 
and certain inside areas; (2) a sep- 
arate water-washed booth containing 
a built-in overhead bridge from which 
an operator sprays a heavy coating on 
the tops (see Fig. 3); and (3) a final 
pair of water-washed, staggered 
booths for a second outside coat. The 
new-type combination primer-surfacer 
undercoat not only is more economical 
to apply than the older method of 
using separate primer and surfacer 
coats, but in addition to this produces 
an undercoat 
slightly superior 
to that afforded 
by the older 
method. 

The triple set 
of parallel prim- 
er-surfacer bake 
ovens, (one of 
which is illus- 


Fig. 4—View of 4-zone 

primer bake oven lo- 

cated on 6th floor of 
Body Building 
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Fig. 5—After emerging from primer bake ovens, 
by halo type water sprays. 


trated in Fig, 4) which follow a 
short paint “set-up” gap between 
them and the undercoat spray booths, 
are engineered for 17 minutes’ total 
passage time through 4 zones. The 


first zone, kept at 390 degrees F., 
sufficiently raises the temperature of 


bodies in less than 5 
minutes; the second 
and third zones are 
lowered to 380, and 
the fourth to 375 de- 
grees, All combus- 
tion air for these 
ovens is thoroughly 
filtered, 

As the bodies 
emerge hot and dry 
from the undercoat 
bake ovens, sal- 
vaged and condi- 
tioned welder water 
from the electrodes 
of welders on the 
floors above is 
sprayed on them, as 
shown in Fig. 5. 
This cools the bodies 
rapidly enough for hand water sand- 
ing operations to be begun at once 
on all 3 lines. This ‘detail’ sanding 
is done primarily around window re- 
veals, and so on, using No, 320-A grit 
sandpaper. This is followed by the 
water sanding of’ larger, . relatively 


bodies are cooled 


Fig. 6—Water sanding operations being performed on Sth floor of Body Building after 
application of seal coat to car bodies 
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QUICK PROTECTION 
FOR FAST FINISHING 





sly For quick and complete protection gouging and scratching by slipping 
of highly finished surfaces during screw drivers, wrenches, etc. 
fitting and assembly, “SCOTCH” "“SCOTCH” Masking Tape holds 
ng rape Tee Canemnwar: ane tightly, then strips off cleanly, leav- 


a money saver. ing not a trace of adhesive clinging 
“SCOTCH” Maski T Id 
sateen napa CT OOP ne 


readily to any contour and the pres- . " 
sure sensitive adhesive is equally At a word from you a “SCOTCH 


effective on metal, glass and plas- Tape Engineer will be glad to call 
tic. The backing is tough enough and place his experience at your 
to protect finished surfaces against service. 


SCOTCH 4.7 TAPE 


BRAND 




















rieties of adhesive t 


made in U.S.A. by INNESOTA /..1NING & ...FG. CO. St. Paul 6, Minn. 
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flat surfaces by machine. No. SC-100 
surfacer sanding compound is applied 
directly on the bodies in advance of 
machine water sanding and is then 
spread under pressure by flat wheels 
covered with woven fabric and pow- 
ered by flexible shafts. 

Immediately succeeding areas on 
the 6th floor are used for hand clean- 
up and washing operations. The 3 
lines then pass through parallel 4- 
minute dry-off ovens, maintained at 
350 degrees F., after which the bodies 
are transferred to a single lowering 
conveyor. On this conveyor, they are 
elevated for passage through a pair of 
staggered, water-washed booths for 
underbody spray, after which they are 
lowered to the 5th floor, 

Arriving at the 5th floor, the bodies 
are transferred to 4 parallel conveyors 
having bodies spaced at 14-foot in- 
tervals. The first operation on these 
lines is inspection for perforations 
through the undercoat. Bodies pass- 
ing inspection move forward to have 
sound deadener sprayed inside cowls 
for subsequent elimination of engine 
noises. Seams in underbodies are 
then sealed against dust by applica- 
tion of a proprietary bituminous 
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Fig. 7—Halo type hot air dry- 
off installation on 5th floor 
of Body Building through 
which bodies pass after leay- 
ing the seal coat wet sand- 
ing area 


emulsion-type body- 
sealing compound. 
After such clean-up op- 
erations preparatory to 
application of the seal- 
er coat as tack-ragging, 
gasoline wipe-off, and 
so on, the 4 lines enter 
parallel rows of sealer 
coat spray booths. 
These booths are arranged in essen- 
tially the same manner and are essen- 
tially the same types as those used on 
the 6th floor for undercoat spraying, 
with the exception that since more 
work is involved, there is an additional 
pair of booths in each row. A re- 
claimed stock is used as a sealer coat. 
This is sprayed in these booths in the 
following sequence: (1) inside of body, 
(2) inside of trunk, (3) door jambs, 
(4) top and (5) outside. 
Application of the sealer coat is fol- 
lowed by a short gap providing a short 
set-up time, the 4 lines of bodies then 
passing through parallel rows of 4- 
zone sealer coat bake ovens. Passage 
through the 4 zones totals 23 minutes 
‘“in-to-out,” temperatures being 385, 
360, 360 and 325 degrees F. in order. 
Emerging hot and dry from the ovens, 
the bodies are cooled by water spray, 
this being followed by an air blow-off. 
At this point the first attempt is 
made to locate and eliminate “dings,” 
which experience has shown first be- 
come easily visible after a semi-lus- 
trous finish resulting from applica- 
tion of sealer coat. Dings are local 
areas which do not conform to proper 
contour. They are usually a result of 
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seaman with a modifi * rene rubber base 


From production to sales — for automobiles or tiny cabinets — the 
S, advantages of Coprene Enamels can erase many a worry like magic. 
With lacquer-like speed, air-drying Coprene Enamels harden throughout 
1- to a tough finish much like baked enamel. For baking, Coprene Enamels 
t can be formulated to meet almost any schedules. Yet, either baked or 
P air-dried — because of the modified synthetic rubber base — Coprene 
. finishes are unusually flexible . . . can take all kinds of punishment with- 
; out cracking, peeling. or dike And they’re resistant to chemicals, 
heat, cold, water and exposure to weather. 

In addition to this remarkable durability, Coprene Enamels also add 
; shining beauty to any product — clear and in a variety of colors — as a 
plain enamel or metallic finish. You can apply Coprene with the spray 
or dip method, For all the facts, write for Technical Data Bulletin 111. 
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any one of a number of accidental oc- 
currences and are seen by viewing 
them obliquely against a strong light. 
Once found, they are removed by 
specialists, the ding men, who have 
become skilled in the application of 
necessary tools to restore the original 
contours to the bodies. 


Detail water sanding by hand with 
Nos, 320-A and 360-A grit size sand- 
paper is now done on all 4 lines, as il- 
lustrated in Fig. 6, this being followed 
by machine water sanding, washing, 
4-minute passage through parallel 
dry-off ovens at 390 degrees F. (see 
Fig. 7), cool-off, and inspection. The 
bodies are now lowered to the 4th floor 
by means of a conveyor. 


Scheduling for color and trim is 
started at the beginning of the 4 lines 
on the 4th floor. Altogether, there 
are 13 possible colors for use in finish- 
ing Dodge bodies. These colors are 
mixed in a central paint mixing room 
and piped under continuous flow to 
the color booths and return. In mix- 


ing, paint and solvent placed in a ma- 
chine are blended to proper consist- 
ency in the lower mixing machine and 
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then pumped to the upper machine, 
the latter comprising a service tank 
with outlets to and from the lines. An 
upper and lower machine constitute 
a pair of tanks used for each color, 
As long as the paint is kept under con- 
tinuous flow through the lines, no ten- 
dency toward settling is experienced. 
Continuous flow of a primer-surfacer 
material presents an abrasion prob- 
lem with respect to the moving parts 
of pumps, This problem is overcome 
by coating all of the pistons and cylin- 
ders with porcelain, 


After color scheduling, the 4 lines 
of bodies pass through a preparatory 
clean-up area for tack-ragging and 
blow-off operations designed to elim- 
inate dust. Bodies are then vacuum 
cleaned by hand, and the lines enter 
parallel rows of color booths. All 
“finish coat’? booths are supplied with 
sufficient filtered and washed air to 
build up a light, positive air pressure 
which keeps out all dust. In each row, 
the first pair of booths is used for 
spraying color on door jambs, the sec- 
ond pair for the first outside coat, the 
third pair for a heavy coating on body 
tops and the 
fourth pair for 
the second out- 
side coat, 

Emerging from 
the last color 
booths, the lines 
pass a short set- 
up interval and 
then entering the 
new layout paral- 
lel rows of 6-zone 
finish coat bake 


Fig. 8—Exterior view 
of new finish coat 
bake oven on 4th 
floor of Body Building 
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Licensed By 
New Wrinkle, Inc. 


: never been a nut or bolt stubborn 
enough to resist the powerful gripping strength of a 
Billings Wrench! Billings & Spencer Company of 
Hartford, Connecticut, through the use of superior 
steels and precision workmanship, maintain their 
world-famous reputation as a foremost maker of top 
quality wrenches. And for over a quarter of a century, 
they have safeguarded this better quality with ZAPON 
finishes. 

ZAPON Wrinkle is the tough, life-preserving finish 
on the Billings Wrench illustrated. It’s a finish full of 
eye appeal. It’s a finish providing an easy-gripping, 
non-slip surface that users like. It’s a finish that re- 
sists abrasion, water, grease and perspiration. And 
it’s a finish requiring no special surface preparation; 
it covers with one coat, meets fast application and 
baking schedules. 

Here is another apt example of “hand-in-glove” 
cooperation between finish user and finish maker 
that pays off in a “just right” finish to best meet spe- 
cific requirements of a quality product. ZAPON is 
proud of its long association with B. & S. 


ZAPON DIVISION 


ATLAS POWDER COMPANY 
Complete Manufacturing ... Research ... Sales 


Stamford, Conn. North Chicago, lil. 


Specialized Production Finishes. 








ovens (see Fig. 8), time of passage 
being 32 minutes “in-to-out.” Tem- 
peratures of the zones in order are 
270, 285, 280, 280, 280, and 205 de- 
grees F. These temperatures depend 
somewhat on the colors being used. 
All heating systems used for all coats 
are directly gas-fired, so that under- 
bodies are well baked. 

Finish coat baking is followed by 
inspection. Bodies 100 per cent per- 





Fig. 9— Dodge Division employee painting 
stripes on wheel for Dodge passenger car 
using special gun 


fect are transferred directly to the 
trim shop. Those with blemishes or 
imperfections are conveyed through 2 
parallel lines of staggered, water-wash- 
ed repair booths followed by 2 par- 
allel rows of baking ovens exactly like 
those for production color baking. 
Lines are arranged so that repair 
booths and ovens can also be used for 
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two-tone spraying and baking. Final 
removal of hitherto occult dings is 
followed by inspection and then the 
bodies are conveyed to the trim shop. 

Wheels for Dodge passenger cars are 
purchased already phosphatized and 
ready for painting. Painting is done 
on a large automobile wheelpainting 
machine engineered to accomplish 4 
individual operations. In order, these 
are as follow: (1) wheels are automat- 
ically smoothed down by wire brushes, 
(2) loose material is blown off by 
compressed air, (3) automatic guns 
spray inner sides and parts of rims 
with a common color enamel, and (4) 
automatic guns spray outer sides and 
remainders of rims with appropriate 
finish colors. Wheels are then racked 
and baked on a monorail conveyor 
which passes through an oven at 270 
degrees F. Enamels are pumped to 
the spray guns of the automatic wheel 
painting machine directly from a 
wheel paint mixing room. Wheels to 
be striped are subsequently placed on 
special jigs, spun, and the stripes roll- 
ed on in about 1 second per stripe, as 
shown in Fig, 9. Special striping guns 
are used, mounted on radius arms set 
for specified stripe locations. 

Chrysler’s Dodge Division is par- 
ticularly proud of its fender and hood 
finishing lines, Parts are conveyed on 2 
lines of monorail through parallel 
washing and phosphatizing installa- 
tions, where they are subjected to the 
following operations: 


1. Hot alkali wash. 

2. Hot water rinse, 

3. Hot water rinse. 

4. Hot phosphate coating. 

5. Cold water rinse. 

6. Hot chromic acid. 

Parts then pass through parallel 
dry-off ovens, after which they are 
transferred to 3 undercoat lines. 

Fenders, hoods, and associated 
parts must be hung on the conveyors 
properly for flow and dip. Undercoat 
is flowed on, finish enamel sprayed on. 
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built especially for the 


PLATING SHOP 


Udylite supplies the complete line of motor generator 
sets manufactured by the Electric Products Company 
of Cleveland for electro-plating, anodizing, electro-polishing, electro-cleaning, 
electro-galvanizing, and electro-coloring. 

E. P. Motor-Generators are engineered to operate most efficient under the typical 
plating room conditions. E. P. Motor-Generators: 

1. Assure lower life-time cost: Maximum life expectancy without replacement 
of major parts. 

'2. Consume less electricity: Ratings of 2,500 amperes and above have a minimum 
‘guaranteed life time efficiency of 75%. Savings from this high efficiency alone 
will frequently amortize the complete investment in only a few years. 

3. Provide more amperes per dollar: Because of their inherent reserve capacity, 
E. P. Motor-Generators handle safely the frequent heavy overloads encountered 
in electrolytic service. 


4. Raise low power factor: Ratings, 1000 amperes and above, are driven by syn- 
chronous motors which supply power factor correction at no extra cost. 

. 5. Minimize plating costs: Since the amount of current that flows through a plat- 
ing solution varies with the voltage, the inherent constant-voltage characteristic 
of the E. P. Generator assures the same rate of deposit at all times, and thereby 
the lowest plating cost. 

6. Require no special protective equipment: Thirty-four years of operating experi- 
ence -prove that E. P. Motor-Generators can function safely under the extreme 
conditions common to most electrolytic operations. Expensive forced-draft venti- 
lating systems are not required. 

7. Need very little maintenance: Year after year the only maintenance required 


for E. P. Generators is a periodic oiling and an occasional replacement of brushes. 
ASK your Udylite Engineer for the complete story of E. Ps: Motor-Generators, 
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Undercoat drips for 17 minutes in an 
enclosed area. Lines then pass through 
an equally long baking oven contain- 
ing 7 zones. The average temperature 
in the oven is 325 degrees F., time of 
passage being 17 minutes. Parts are 
then transferred to finish coat racks. 

Up to this point, parts have been on 
hooks. They are now transferred to 
finish coat spray racks. Previous con- 
veyors have operated continuously; 
finish coat conveyors run intermit- 
tently. One type of spray rack, shown 
in Fig. 10, is designed to hold 3 entire 
hoods or 6 half hoods, This same type 
of rack may be used to support 3 front 
fenders or 6 rear fenders. Another 
type will hold a dozen gravel shields. 
Parts are arranged on these racks ac- 
cording to contour and with strict re- 
gard to symmetry, in order that the 
outline of any loaded rack when spun 
will readily conform with the profile 
of its master track. 

Finish color enamel is now sprayed 
on the spinning parts by automatic 
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spray guns set up in conventional 
water-washed spray booths. A typi- 
cal booth on a fender line contains 4 
automatic spray machines, 2 for front 
fenders and 2 for rear fenders. Inter- 
mittent operation of conveyor lines is 
necessary since the lines must be sta- 
stationary while the spray racks are 
spinning. When the conveyor reaches 
a certain point in its forward motion, 
a limit switch is tripped, which starts 
the correct contour racks spinning 
and starts the correct automatic spray 
gun moving toward its proper loca- 
tion. The conveyor is stopped by an- 
other limit switch. When the con- 
veyor has stopped, both gun and rack 
are in proper position for spraying, 
the rack spinning at 32 r.p.m. Spray- 
ing begins automatically, the gun 
moving either up or down, following 
the contour of its master track, which 
is patterned after the contour of the 
parts. At the end of the gun’s travel, 
spraying stops automatically, the 
lines move forward again and spin- 
ning stops, the position of 
the gun actuating the con- 
veyor. Any surfaces of 
parts which may require 
additional enamel, such as 
certain edge surfaces, are 
sprayed manually, 

In any booth on these 
lines, all 4 automatic ma- 
chines must complete 
their cycles before the 
conveyor starts forward. 
Inasmuch as the positions 
of the spray guns deter- 
mine when the lines begin 
to move, the limit switches 


Fig. 10—Interior view of fender 

and hood spray booth showing 

contour racks supporting parts 
being spray painted 
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with GENERAL 


“LING FLUOBORATE 


HIGH-SPEED PLATING 


Zinc may be readily depos- 

ited at a higher rate from E 
the Zine Fluoborate bath i 
than from other acid baths, i 
for this metal fluoborate 
electrolyte possesses high F 
conductivity and permits 

the use of high current 

densities. 
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_. CUT COSTS WITH THIS 

§P FED UP “CHEMICAL OF TOMORROW” 
Introduced by General Chemical Research less than 
a year ago, Zinc Fluoborate Solution has already 
proved an outstanding electroplating chemical. Its 
superiority to other commercial zinc baths is indi- 
cated both in high speed continuous operations and 
by unusual coverage in tank plating. It gives excellent 
adherence and uniform coverage as well as a semi- 
lustrous finish; also possesses high conductivity and 
permits the use of high current densities. For detailed 
information on the use of Zinc Fluoborate— 


WRITE TODAY for this important manual! 


General Chemical Technical Infor- 
mation Manual ZF-1 contains ex- 
tensive data on high speed and 
tank and barrel plating with Zinc : 
Fluoborate, including operating ‘ BASIC CHEMICALS 
details, bath make-up, analytical oa E 
methods, etc. 


For free copy, write General Chem- 
ical Fluorine Division, 40 Rector 
Street, New York 6, N. Y. 


GENERAL CHEMICAL COMPANY 


40 Rector Street, New York 6, N.Y. FOR AMERICAN INDUSTRY 


TANK AND BARREL 
PLATING 


Zinc may be readily depos- 
ited on cast or malleable 
iron from the Zinc Fluo- 
borate bath with excellent 
covering power, good ad- 
hesion, and with a semi- 
lustrous appearance. 
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Fig. 11—Completely finished and assembled Dodge passenger car 


controlling this and actually closed by 
the positions of the guns are arranged 
in series hookup. The spinning of con- 
tour racks is accomplished by a fric- 
tion drive arrangement or spinner mo- 
tor ‘which actually engages the rack 
as it approaches spraying position, 
thereby causing it to revolve. 

As in the case with Dodge bodies, 13 
colors are pumped under pressure to 
these booths, where they are available 
as selected. Advantages of the con- 
tour spinning method of automatic 
spray painting are three in number: 
(1) more parts and thus more cars 
can be finished per hour, (2) more 
paint can be applied more uniformly 
on the parts with less total paint used, 
and (3) the method has greatly fa- 
cilitated paint spraying. 

After spraying, fenders, hoods, and 
gravel plates pass through a 6-zone 
baking oven at.an average tempera- 
ture of 250 degrees F., passage tak- 
ing 30 minutes on the same racks as 
those on which they were sprayed. In- 
spection follows baking, and this is 
followed by assembly (or paint repair 
if and where necessary). 

Figure 11 shows a Dodge passenger 
car completely finished and assembled. 

The Dodge Division is well equipped 
to do all types of standard plating, 
which the company feels comprises 
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good insurance against unexpected 
emergencies, In addition to this safety 
factor, however, a large volume of 
cadmium and zinc plating and phos- 
phate treating is done on all sorts of 
miscellaneous small parts such as 
screws, cap screws, nuts, bolts, wash- 
ers, and so on, Certain specified pro- 
duction items such as brake shoe 
anchor bolts, gasoline tank gage rings, 
and so on, are copper, nickel and 
chromium plated on a_ production 
schedule, All standard equipment is 
available in Dodge’s relatively large 
plating department, which has its own 
offices, control laboratory, wheel room, 
rack room and various other sections. 

All differential pinion shafts are 
copper plated to produce good bearing 
surfaces, this being a common pro- 
cedure for highly stressed parts, The 
softer surface of a dissimilar metal 
takes a higher loading without resul- 
tant scoring, All Dodge pistons, for- 
merly tin plated to facilitate proper 
break-in under conditions requiring 
extremely close tolerances, are now 
brass plated. Moreover, the process is 
an immersion one which requires no 
external E.M.F. 

The following specifications have 
been established by Dodge’s metal- 
lurgical department for all Dodge 
plating solutions; 
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investigated Houghton’s new 
“200” series of metal cleaners? 








Oo 





And no wonder, for they’re based on the most mod- 
ern alkalies, the latest developments in synthetic 
detergents and wetting agents. They’re modern 
cleaners, keyed to this modern production era. 





O 


They wet out and scour rapidly, removing soil from 
metal in a fraction of the time formerly required. 
Three to five minutes is enough to beat a 15-minute 
period with old-type cleaners. That means speed- 
ier production-line work. 


‘To determine their comparative efficiency, Ultra-Violet light 
was used to photograph test plates after cleaning. Any resi- 
dues on these plates glow with fluorescence. The camera 
shows better than the eye or the old “water-break” method, 
how clean and fast the “Houghio-Clean 200” series is. Product 
of E. F. Houghton & Co., Philadelphia and all principal cities. 


U.V.light photo shows 
unclean surface after 
3 minutes in bath of 
old-type heavy-duty 
cleaner. It took 15 
minutes to make plate 
“come clean.” 


Alter three minutes in 
Houghto.Clean “200” 
Heavy Duty cleaner 
the plate photographs 
clear black, which 
means absence of soil. 
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Brass plating, alkaline, P.S. 1014: 


Solution ranges—formula 








VANCIONAUC ee a Sok eee eees 15 oz./gal, 

Sodium -"hycroxige —.- == .222-+--.-.==5 42 oz./gal. 

Copper cyanide ____- 1.75 oz./gal, 

sodiumvicvaeniGe =2-..- = naa eae acs 3.0 oz./gal. 

Basic lead carbonate..-..——..- .--=.--—— 0.018 oz./gal. 
Analytical 

Zinc metal)... se 11 - 13 oz./gal, 

Sodium hyGroxide —..... _--_---.---=-= 40 - 44 oz./gal. 

(SOnDeMtINelal 2222. eee 11 - 15  o2./gal. 

MPC ICV ANIGS a he ee eee aes 1.15 - 1.35 oz./gal. 

Basiclesaa carbonate —=5-.-2---22-.—-— 0.017 - 0.019 oz./gal, 
Operating conditions 

MIPMIDETAUUNG oo 5 jako eo eosn SoS 110 plus/minus 2 degrees F., 

CumentiGensity == 555 --seo255=55 None 

WAIGASC ioe ee eee None 

WAMIOMROR o.oo eee None 

HOGS) © x a ee ee None 

PPIOAUION: fees ee ee Violent 

Additionvagents —......------2-+_=--3 None 

Frequency of analysis... - =»... Daily 


Brass plating, alkaline, P.S. 1017: 


Solution ranges—formula 
WAN CVORAGC 8s he eS 7.3 o2z./gal. 











BUFFERS—POLISHERS 


Efficiency and long trouble-free life are 
the important things to look for in your fin- 
ishing equipment. Hisey Buffers offer both. 

Designed to occupy minimum floor space, 
they give you maximum freedom of opera- 
tion in handling every type of work. Rug- 
gedly built of tested materials, they give long 
service with lower maintenance costs. 

Available in from 1 to 15 H.P. Motor 
Capacity. 

Write for Catalog 70 AN 


Hise THe HiSEY~WOLF MACHINE CO 
CINCINNATI.OHIO “2 
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AT LAST! you CAN BE RID OF OBJECTIONABLE 
ODORS OF OLD-FASHIONED ADHESIVES 






NOW! IT’S EASY to say “goodbye forever” to the annoying, 
morale-shattering, production-reducing Stockyards Odor of old- 
fashioned adhesives. It’s easy to give your polishers better working 
conditions—and at the same time step up their production—when 
you use GRIPMASTER . . . the new, modern, odor-free polishing 
wheel cement. There’s NO S.O. IN GRIPMASTER! 

You'll win new profits, too. Here’s why: GRIPMASTER contains a 
secret new high-heat resisting ingredient. It does not ‘‘glaze’’ on 
the wheel. Experience of leading plants proves GRIPMASTER boosts 
polishers’ production an average of 47% more pieces per head! 


One grade grips ALL grains—250 to 20 


*Pockyards Quior. | #'p 


















SoGimmhyGroxige = 2-2 17.5 oz./gal, 

COnmerrCvanide 220222 e oe ee 1.75 oz./gal, 

SBodiumrcyaniGe: <= 5... - eee 3.0  oz./gal. 

Basic lead carbonate —.—..........-=.- 0.013 oz./gal. 
Analytical 

AMR ORANG 5a ee 6.8 - 78 oz./gal, 

Secium HyGroxide ... ==... 15 - 20 oz./gal, 

I nee saieininesicnesinaneinisic ailing 165 - 1.85 oz./gal. 

WINGO MOV BMNOC. 2.8 a ts Ht = 24 ‘oz. /gal. 

Basic lead carbonate —.._._.---.--.—--— 0.007 - 0.020 oz./gal. 
Operating conditions 

PLSMBEONOURO. = oe oe a Skee 115 plus/minus 5 degrees F, 

Curren Genety ——— 2 None 

Vouege -'............ _— --None 

PINON 222 22 ae None 

Paravion —=----.-..= None 

AGRE PAON 32 teo  eee Violent 

INGRIEOR ASCNtS =... ne None 

Wrequency of analysis... .-—.--_=---.= Daily 


Cadmium plating, cyanide: 
Solution ranges—formula 





Gaamituim oxide... 22 eee 4 o2z./gal. 
Sodium hydroxide —_ 2.7 oz./gal. 
Soaummevanige ...-.....2.225 sees 11 o2z./gal. 
Analytical 
esamulmvmetal == eS 3 - 4.5 oz./gal. 
Sodium hyaroxide —.........--..=.+--= 2- 5 oz./gal, 
SodlumxcyvamGge 2 eS 9-13 0o2./gal. 
Operating conditions 
MempernuNre . 5 2 SS 90 - 105 degrees F. 
WugPeNe GGnsSily 22-2252 .2-2-.22225—5 10 - 40 amperes/sq. ft. 
WOIRN RG ee ae 3- 8 volts 
SON oe i Cadmium bars or balls 
Time req./0.001” plate 
ReGen nt Se eee 35 minutes average 
ESRI eS SS See 115 minutes average 
WiEVOO0!? “plate 22... 2 20.40 grams (0.720 oz.) /sq. ft. 
MMIGYAMON: 22222 ee Weekly 
PAPAURUIONY 35a a So eee None 





BEST FOR EVERY FINISHING JOB 


BEACH feather weight AIR BRUSHES 
featuring the exclusive, outstanding 
INTERNAL MIXTURE NOZZLE 


requiring lower ‘air consumption and capable of spraying solutions of all 

consistencies perfectly. Beach featherweight air brushes are designed and 

constructed to speed finishing operations economically. We carry a com- 

plete line of all-purpose paint and lacquer spray equipment, including hoses, tanks, 

compressors, etc, Consult us concerning any finishing problem. Write for literature. 
‘Established a Quarter of a Century”’ 


BEACH AIR BRUSH CO., 155 Warren St., Harrison, N. J. 
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DUSTon/FUMES 
from YOUR production 












| CEN RI Go) MERGE 
1A) DUSTand FUME 
Caaminalot 


AUTOMATICALLY 
@ COLLECTS 


—ot point of origination. 





¢ CLEANS Like a huge octopus, with its tentacles (ducts) reaching out 
zion wwe weter | to. every working area where contamination of air occurs, 
episPoses __the Schmieg CENTRI-MERGE Eliminator sucks up and con- 


Recaro se ana sumes all dangerous dust and fumes—literally eats them up. 


Picked up at the point of origination—BEFORE any damage 
can be done—dust and fumes ride an air stream through the 
ducts to the Collection Unit. Here CENTRI-MERGE goes into 
action — washing—scrubbing—pounding out the dust and | 
dirt in a tornado of cleansing water. Dust particles are 
deposited—under water—in a sludge tank at base of Unit. 


We welcome the opportunity of proving what CENTRI-MERGE can do for you. 


Ta 


TINDUSTRIES INC. 
4 Manufacturers 












Addition agents ____~- 


Frequency of analysis 


Zinc plating, bright, cyanide: 


Solution ranges—formula 
mine cyanige 2... = 
Sodium cyanide __--_- 
Sodium hydroxide ___- 

Analytical 
wancmetal ...—-2--2... 
Total sodium cyanide _ 
Sodium hydroxide —__- 


Operating conditions 


LSC SU ee 90 - 100; 100 - 110 degrees F. 
Curren@aensity 222222620225 5neecees 5 - 50 amperes/sq. ft. 
WANUNIEC 222 eo See ee 3 - 8 volts 

I isis ies cnc coun sachnceicahiainiapaenboeaaiicabanaa Zinc ball, 99 per cent 

WWE OI00L” MIACe 22 oo ee aes 15.62 grams (0.6 oz.) /sq. ft. 
MLONRANOD) (202 2 ree ee ee Weekly 

IBSIDAAOD os a eS None 


Frequency of analysis_ 


Solution ranges—formula 
Copper sulfate crystals 





eee ne Condensed milk as required for sess 
brightness 
siscbihsses nciditeaipia peace Twice weekly z 


aca a ae Ae me ls ed 8 oz./gal, 
ee een eee 11 oz./gal. 
= 10 oz./gal. 





gala 8 ee ahah ate 3 - 5 oz./gal. 
eee eee 10 - 12 oz./gal. 
ee re 10 - 12 oz./gal. 





we Twice weekly 





Copper plating, acid: 


Lica eccieiennssesepaaneibsiolidl 27 ~=—soz./gal. 











7 One-tenth the time... one-tenth the effort 
pait 


f from GON. Simply spray, brush or scrub on. Paint rinses 


Wood Stripped Clean Without Raising Grain 








Paint Flushed From Metal With Cold Water Rinse 
Even toughest coatings are quickly flushed off in 
cold water after applying remarkable TURCO PAINT- 


off freely after 5. to 20 minutes. Non-inflammable, 
non-corrosive. 





Amazing new TURCO PAINT-ZIP will not raise grain 
.. Strips all paint layers in one application. After 
wiping off with TURCO L-800, all gum, film and resi- 
due are removed and surface is ready for re-paint- 
ing. Non-inflammable, gives off no dangerous fumes. 
Phone your nearest Turco Field Engineer or write 
Dept. P.F.-4. 





-Curce-& 


WOOD & METAL 
PAINT STRIPPERS 





TURCO PRODUCTS, INC. Main Office & Factory: 6135 S. Central Ave., Les Angeles 1 

Offices & Factories: 125 W. 46th St., Chicago 9 - 1606 Henderson St., Houston 1, Texas 

New York Office: 21 West Street, New York 6 - Offices & Warehouses in All Principal Cities 
Canada: B. W. Deane & Company Limited, 751 Victoria Square, Montreal 1 
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ROTO-FINISH Stevens Safety Lathe 


An economical method of deburring Spindle Lock 
Through Pulley Cover Motor, out of 
Self-aligning Bail Dust Area, is 
ie ee Chem or Roller Bearing Spindle / Easily Accessibl 
for Maintenance 


on many production jobs. Maintains 


work which needs deburring, 


send us samples of both fin- 


ished and unfinished parts 
with details of require- Pll 


for 
Bulky Work 
—_» 


ments. We will finish 
them — returning 
them to you with 
full data and our 


recommen- 
For Safety 
to Operator 
Foot Operating 
Motor Cut-out and Brake 


dations. Tightener 


STEVENS 
SELECTRO-PLATER SAFETY LATHE 


(Rectifier) When the operator's hands are busy the 


Wide range of capacities— 25 to 5000 am- Lathe may be instantly stopped -by slight 
peres all in one cabinet. Most capacities 
can be furnished in several types:— 
Standard (with meters and controls); Basic 
(without meters and controls); Remote J Eliminates many injuries, with resultant 
Control (with separate remote con- loss of production time. Write for 
trols and meters). Other varia- 
tions may be engineered 

to adapt Selectro- 

Platers to special 

require- 

ments. 


pressure on the foot brake. Gives latest 


developments in operator's protection 


booklet on this, and other 
Mitchell Buffing and Polish 
ing Lathes 


A rapid, non- 
Write for special destructive meth- 
od of measuring 


folder on Selec- local thickness of 


tro-Platers, Mul- j coatings on metals. 
tiplaters, and A Measurements made in a 
the Heavy ih fraction of time required by 
é other methods. Eliminates 
Current ihe 
costly rejections by quickly 
revealing whether thickness of 
plating conforms to specifications. 
For works control or acceptance testing 


it gives profitable, positive results. 


Write for Folder 2125. 


FREDERIC B. pa alds Al 5 INCORPORATED 


DETROIT - 26 - MICHIGAN 
« MEW ENGLAND 166 182 Brewery St. New Haven, Conn * CANADA FREDERIC B STEVENS OF CANADA LIMITED 
* MEW YORK and PENNSYLVANIA 93 Stone St, BuMale MY © 1262 McDougall St 
e INDIANA Hooser Supply Co. 36S. Cruse St, Indvanapolis, Ind @ 2362 Dundas St West 








BUFFING COMPOSITIONS METAL POLISHERS AND ELECTROPLATERS SUPPLIES-EQUIPMENT 


April, 1947 PRODUCTS FINISHING 51 











Sulfuric acid ---~--~ 6.5 oz./gal, 

















Analytical 
Copper sulfate .......-~- 25 - 30 oz./gal. 
SulLuriciacia _...._._-_— 5 - 8 0z./gal. 
Operating conditions 
Temperature --.~-~--- Room temperature 
CurrenGedensity =... 3 oe 20 - 40 amperes/sq. ft. 
WIRE geo! ese = 1- 3 volts 
PAGO pa 2) et Rolled annealed copper 
Wieoeor” plate 2... -.225--.225-23 20.84 grams (0.734 oz.) /sq, ft, 
PUPUMMIMON: foo ke ee None 
LNTLE ADS ch eg gee ee. None 
AGGitiontarents ....- 2:2 22 neeeeS None 
Prequency ofanalysis._._ _.. ~~... = Twice weekly 


Remarks: This tank is used after a cyanide copper strike. 


Copper plating, cyanide: 


Solution ranges—formula 

















GWopperrCVanine 225-2 2 ae eee 3.0 oz./gal. 
POULIN TCUAINGS oo. Be eS 4.5 oz./gal. 
Sodium carbonate —........--—.--s22s5 2.0 oz./gal. 
Sodium*hy@roxide ——......-....--... 1.0 oz./gal. 
Analytical 
eon berMmetal n= oe ees 2 - 4 o2z./gal. 
PW POUCUARIGS 228 0.5 - 1.0 oz./gal. 
Sodium carbonate —.———— = eae 2 - 8 oz./gal. 
Free sodium hydroxide_____-_____---__ 0.75 -1  oz./gal. 
Operating conditions 

AUST CT |) re ee es 100 - 110 degrees F. 
Current aensity =. = ee 10 - 20 amperes/sgq, ft. 
Voltage .....—. 2- 6 volts 
PNR Ns el 2A ra OF Rolled annealed copper 
‘Time req./0.001° plate..______......_.... 60 minutes at 15 amperes/sq. ft. 
oth ona le ae 20.84 grams (0.734 oz.) /sq. ft. 
Filtration Weekly 
Agitation ne None 
Addition agents — None 
Frequency of analysis 

Automatic tank ____~_ Daily 

NOUMGY RODTIIS | 226 a ee Twice weekly 





A New Aid to Pickling 


NPrPEONE 


(Pickling Accelerator) 


2. Conserves acid 4. Reduces drag out 





1. Reduces fumes 3. Prolongs life of solution 


THE WM. M. PARKIN CO., ¢ = Highland Bidg., Pittsburgh 6, Pa. 
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Whether youwant to dehydrate qe@sqcod fish, 
ary a finish =s=, bake ceramics AB, cure 


hides,» > ..or what have you... 


_— _S — pa A -_— 








rt ne lean a i 
eG APR Rene OE Se 





125 WATT 
G30 


Quick heat at low cost. That’s what 
you get with General Electric indus- 
trial infra-red lamps and that’s why 
they’re being used successfully for so 
many jobs throughout industry. Pre- 
heating metals, thermo-setting cement, 
accelerating chemical reactions, dry- 
ing plywood — to name just a few. 


Infra-red is inherently your most 
flexible source of radiant energy for 
industrial processes. Efficient ovens 
can be designed to fit any production 
scheme. And now the wider selection 


of types and sizes available in G-E 
infra-red lamps makes it even easier 
to select the right oven for your job. 


Remember, whatever infra-red lamps 


‘you need, General Electric makes ’em 


all! The full line includes sizes from 
125 to 1000 watts, in both reflector 
and clear bulb types. For full infor- 
mation, consult a recognized infra- 
red oven manufacturer, or call your 
nearby G-E Lamp office. General 
Electric, Lamp Dept., Nela Park, 
Cleveland 12, Ohio. 


G-E LAMPS 


GENERAL &B 


€3 ELECTRIC 
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Nickel plating, acid, Watts: 


Solution ranges—formula 














Single nickel salts 35 oz./gal. 
Nickel chloride —_-- 8 oz./gal. 
PSOMMCRAGIO! 22-2. Sos a ee 5 oz./gal. 

Analytical 
GCMCIICHIOMGC: 2 ee 6 -10 o2z/.gal. 
INIGKOINMOUAN i. o a 6 -10 oz./gal. 
SPN Aen 4 - 6 o2./gal, 
i sts a dels iconiin Micesincipasaicalipdan eanibaceaabiioalabaE 5.0 - 5.8 

Operating conditions 
III seins ensntomorenenannnisntiiitaialiseiinends 100 - 120 degrees F. 
CurrenwGensity 2... ness 15 - 50 amperes/sq. ft. 
WOlMLARG ===---2 25 38 - 5 volts 
TUDO 2 a eee ee en ee ee ea Depolarized nickel, 99 per cent 
Wt./0.001” plate ___- 31.25 grams (1.102 0z.)/sq, ft. 
RERUN os 252 srs a ee Weekly 
III - 2iiceaia ui cicncvtsrtrsnsepssteresiniaincenienstecioislbnnd Bar, 
AMGMIONARCNUS =. 2--  S Hydrogen peroxide 
Prequency ‘of analysis... Twice weekly 


Remarks: Anodes must be bagged, 


Nickel plating, hard: 


Solution ranges—formula 
Single nickel salts ______ 24 oz./gal, 





Ammonium chioride —..——.=-—-.=-.—-.=. 3.3 oz./gal. 













COUNT ON CLINCO FOR 


Sinproved Synthetic Cnamels 


For sure results that last longer, try CLINCO Improved Synthetic 
Enamels . . . The ideal solution to finishing problems . . . the name 
CLINCO. 





Write for Details 
Let us tell you how the complete story of the CLINCO line of Im- 
proved Products, and how they may well solve your 
finishing problems. 


Clear and Pigmented Metal Lacquers 
Furniture Lacquers 
Wrinkle Finishes 





THE CLINTON COMPANY Cilcaco se non 
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Wyandotte Chemicals Cor- 
poration announces a new 
detergent of solvent emulsion 
type — Emlon. This versatile 
product is especially made to 
meet all requirements for 
such a cleaner—as de- 
termined by the experience 
of Wyandotte Service Engi- 
neers. 


Above you see the following 5% 
emulsions, after standing for 24 
hours: 

(1) Emlon in tap water; (2) Em- 
lon with 2.5% of sulfuric acid 
added; (3) Emlon with 2.5% of 
caustic soda added; (4:) Competi- 
tive product in tap water; 
(5) Competitive product with 
2.5% of sulfuric acid added; 
(6) Competitive product with 
2.5% of caustic soda added. Note 
separation, or complete break- 
down, of 4, 5 and 6. 


emlon enters the metal-cleaning field! 





Unretouched photograph showing the com- 
parative stability of Emlon (1,2 and 3) and 
a leading competitive product (4, 5 and 6). 


This illustrates the unusual 
stability of emulsions formed 
with Emlon. This stability re- 
sults in better and faster clean- 
ing action, longer cleaning solu- 
tion life and low cleaning costs. 

Ask your Wyandotte Service 
Engineer about this new and 
different product and its many 
applications — or write directly 
to us for descriptive literature. 


(C Myandotte 














WYANDOTTE CHEMICALS CORPORATION 
WYANDOTTE, MICHIGAN ¢ SERVICE REPRESENTATIVES IN 88 CITIES 
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Boric ackd ........... 4.0 0z./gal. G 
Analytical 

















Nickel metal ____________ 4 -8 _ oz./gal, E 

Ammonium chloride __________________ 2 -4 = o2./gal, : 

Boric acid —... =a 3-5 o2z./gal, ’ 

iliac casa cinveon esc echeca apc 5.6 - 5.9 ; 
Operating conditions 4 

MOeMPCrAture ..-o 120 - 140 degrees F, 2 

tl 20 - 60 amperes/sq.ft. 

WOMWERe: — 2020 3 - 7 volts 

I sadist enti edadaniasalialeaamicsnnicabiiell 99 per cent pure nickel 

Filtration Weekly 

ASIWAGON —..-...._ Bar, 

Frequency of analysis ________________ Twice weekly 


Chromium plating: 
Solution ranges—formula 





SAT ERT a eee 























I casa leaden dc 33 oz./gal, 
Sulfuric acid ____ 0.33 oz./gal. 
Analytical 
i, TT 28 - 40 oz./ gal. 
I igi sscavestbeshcitean ies ciicadi 0.28 - 0.40 oz./gal. i 
(Throughout this range the ratio of chromic acid to sulfuric acid must C 
remain 100:1) Vi 
—— su 
sis 
co 
ke 
m 
re 
A 
O 
8} 
of 
B. 
LARGE CASTINGS—SMALL METAL — 2 
PARTS—LONG THIN PIPES ARE FO OD = * 


THOROUGHLY AND QUICKLY CLEANED IN A 


BLAKESLEE 


SOLVENT VaZor DEGREASER 
BLACOSOLV 


G.S. BLAKESLEEs CO. ““rrrary) 


G. S$. BLAKESLEE CO., CHICAGO 50, ILLINOIS - New York, N.Y. + Toronto, Ont. \_METAL PARTS WASHERS 
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CQUAINTED WITH 


Oc 


GET BETTER 












a OS tn 


a better baked finish 





















foc FLUORESCENT REFLECTORS 
t CHARACTERISTICS: 
Vedoc Reflector White has unusually hard | 
. surface and high reflectance qualities (con- § 


sistently above 85%) . . . Retains original 4 
color and brilliance indefinitely . . . Easily | 
kept clean (is unaffected by grease, dirt and 
most acids found in factories) . . . Highly 
resistant to heat, moisture and rust. 


APPLICATION: . 

Only one coat is needed for steel. Finish is 
sprayed on... not over two one-thousandths 
of an inch is required. 


BAKING TIME: tan eel 
20 minutes at 300° F. or 7 minutes with Infrared. (Optional Schedules 
are available.) Vedoc Reflector Gray, for channels and backs of reflectors, 

, can be applied and baked at the same opera- 
tion as the white. 














All Vedoc finishes are developed for a specific use, 
then slightly varied to best fit into each customer’s 
setup. Write today for more information about 
these “better finishes”. Also, ask for your copy 
of the new booklet, A Review of Product Finishing 
with Organic Coatings. 


















Operating conditions 
Temperature 
Current density 


Time req./0.001” plate 
Wt./0.001” plate 
Filtration 
Agitation 








122 - 1385 degrees F, 

100 - 300 amperes/sq. ft. 
5 - 8 volts 

7 per cent tin lead anodes 

60 minutes 

15 gram (0.529 oz.) /sq. ft. 

None 

None 








Frequency of analysis —_- 


Tin plating, alkaline: 


Solution ranges—formula 
Sodium stannate 
Sodium hydroxide 

Analytical 
Tin metal 
Sodium hydroxide 

Operating conditions 
Temperature 
Current density 
Voltage 





Time req./0.001” plate 
Wt./0.001” plate 
Filtration 
Agitation 
Addition agents 


Frequency of analysis 


Twice weekly 


16 oz./gal. 
1 oz./gal. 





1 - 2 oz./gal. 
1 - 2 oz./gal. 





125 - 140 degrees F. 

5 - 50 amperes/sq, ft. 

4- 6 volts 
99 per cent tin 
45 minutes at 25 amperes/sq, ft. 
23.01 grams (0.6 oz.) /sq. ft. 
None 


caustic 
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LIGHTWEIGHT gaso- 
line engines pro- 
duced in the plant of 
McCulloch Motors 
Corporation are con- 
veyed from the test 
room through a booth 
where touch-up spray 
and final inspection 
operations are per- 
formed on the units. 


(Photo courtesy 
McCulloch Motors 
Corp., Los Angeles, 
Calif.) 
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Part 8—Some Things You Can Do to Help Yourself 


By H. LEROY BEAVER 


Barrel Finishing Consultant 
Lansdale, Pennsylvania 


HE sub-title to this discussion 

might seem somewhat unusual, 

however, our plan is to discuss 

with you some things that you 
might well consider as a means for 
helping yourself in what has grown to 
be nothing short of a difficult situa- 
tion, Anyone who sets out at this time 
to undertake the purchase of steel 
burnishing materials comes face to 
face with the fact that, to use a war- 
worn term, all of such materials are in 
a very definite state of “short supply.” 
We have been literally deluged with 
requests from all directions asking us 
where there might be a source of sup- 
ply, and the requirements run the en- 
tire gamut from lots of twenty-five to 
lots of fifteen thousand pounds. 

The situation as we see it is very 
simply this. Our burnishing material 
manufacturers all have enormous 
backlogs of orders and for the most 
part from customers who have been 
on their books continuously for many 
years, Thus, it is only natural that the 
wants of old customers should have 
first consideration. Even so, delivery 
promises of four to six months and in 
some cases even longer are not at all 
unusual, Consequently, in the case of 
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those coming newly into production 
fields, they are told that their orders 
will have to be held in abeyance until 
some dent can be made in orders 
which have been already scheduled or 
else returned to give the buyer an op- 
portunity to attempt to place his com- 
mitments elsewhere. 

All of the machinery used in burn- 
ishing material production is of what 
is termed ‘‘special” variety and can be 
used for no other purposes, New equip- 
ment of this type is difficult to obtain 
and it will be quite some time, as we 
estimate it, before even a slight sem- 
blance toward normalcy will be reach- 
ed. Our question is then, what can we 
do in the meantime ? 

First, we want to direct your at- 
tention to metallic burnishing materi- 
als themselves, whether they be balls, 
diagonals, balcones, finbals, or other 
forms or shapes, and to tell you what 
you perhaps will remember from our 
discussion in the November 1946 issue 
of PRODUCTS FINISHING; namely, 
that all of these various materials are 
themselves finished in barrels, If you 
should ask us what forms or sizes of 
burnishing materials are used to finish 
other burnishing materials, then that 
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in @) avtomatic plating power units 


For continuous, uniform plating opera- 
tions, a General Electric copper-oxide 
rectifier with an automatic “‘on-load” con- 
trol provides the accurate, constant tank 
voltage you need. For a variety of dif- 
ferent jobs with changing demands, you 
get complete flexibility in a convenient 
General Electric package. 


Typical, efficient “package” of these im- 
portant operating features includes: the 
12-kw General Electric ‘“‘2000”-amp cop- 
per-oxide rectifier, automatic rectifier 
control, and operator’s control box. You’re 
prepared for any load within this unit’s 
range at any time. Automatic control 
holds constant voltage within +2 per 
cent of selected value at all times from 
“no load” to “full load.” 


Whether your rcquirements are large or 


small, you’ll find it pays to let General 
Electric ‘‘tailor’’ standard rectifying 
equipment to meet your needs. For com- 
plete information on packaged rectifiers 
and controls, write Section A54-468, Ap- 
pliance and Merchandise Department, 
General Electric Company, Bridgeport 2, 
Connecticut. 





DESIGNED TO CUT 
YOUR OPERATING COSTS 


General Electric packaged power units 
save you money by eliminating costly 
rheostat power losses. In addition, the 
entire “package” can be moved as a 
unit to new locations as shop require- 
ments change. You'll find worth-while 
savings in the efficiency you get with 
this dependable unit. 
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question should almost automatically 
answer itself because burnishing ma- 
terials as such, whether in the initial 
cutting down or smoothing operations 
or in the final or polishing operations, 
are all operated against each other, In 
other words, they are of the class of 
materials that may be handled in bar- 
rels and are termed ‘“‘self-burnishers.” 
Since it is true that the burnishing 
materials may be burnished by con- 
tact with each other in the finishing 
mass, just how true might this be of 
various parts that you are producing 
and that might be used to burnish each 
other, either acting as units all of one 
kind or of say two separate shapes 
that will make all-over contact with 
each other? Suppose you go back with 
us through the years to 1903 and you 
will recall that it was at this time that 
Everett and Harvey Barton developed 
their tubbing machine. Now go back 
just a bit further to 1901 and we come 
to the year, as nearly as we can learn, 
when the first eight Edmunds Burn- 
ishing Machines were imported from 
England by The Improved Seamless 
Wire Company of Providence, R. I. 
With these machines came the first 
complement of steel balls to be used 
for barrel finishing metal products, 


Barrel finishing, at least in some de- 
gree, had been carried on before this 
time, however, examination of prior 
uses discloses that in almost every 
case, parts selected for such finishing 
were of the type that would contact 
each other in the process and thus act 
as the “self-burnishers” we are dis- 
cussing with you now. Not only that, 
but in some cases, auxiliary materials 
were added to form either a cushion- 
ing or for increasing the weight of the 
mass, these materials sometimes be- 
ing punchings from other metals. In 
more cases than we might recount, the 
scrap heap of one manufacturer might 
well have provided the barrel burnish- 
ing material of another. Now this is 
just as true today as it was back in 
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T’S a belt type conveyor machine and work is loaded onto a fine mesh belt 





charge end work passes onto a vibrating feeding pan which feeds it on a return 
conveyor. The discharge end is built with suitable counterweights so it can be 





WASH ... DRY... RUST-INHIBIT AND DRY 
AUTOMOTIVE CLUTCH PARTS Prior to Putting Into Stockroom 


with special spray arranged so that work is not blown about. At the dis- 


raised or lowered to release work into tote pans stacked at convenient heights. 


ONE MAN OPERATES BOTH LOADING AND UNLOADING — — 


Let the Ransohoff Engineers Discuss Your Cleaning Problems 
Right In Your Plant. Write Us. 


N. RANSOHOFF, Inc. 


1311 TOWNSHIP AVE. CINCINNATI 16, OHIO 
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1901 or in 1903. You will find that as 
this series continues, you will be in- 
vited to go on many of those things 
that our late lamented friend Elbert 
Hubbard of East Aurora, New York, 
liked to term “Little Journeys,” and 
they will all have to do with some 
particular phase or another of barrel 
finishing procedure, 

As our first little journey in this dis- 
cussion, we shall start with a tele- 
phone call from a manufacturer which 
went something like this: “Can you 
help us to secure at least three hun- 
dred pounds of 3/16-inch bunishing 
balls? We have a job that requires us 
to start a second barrel but the best 
delivery promise we have had is five 
months. Or maybe can you stop around 
and see whether there isn’t something 
you could suggest that would help us 
out ?” Well, we could and we did stop 
around and this is what we found, The 
parts in process were what were term- 
ed short rods measuring 5/32 inch in 
diameter and 2% inches long, These 
were being operated in what we term 
a high and narrow barrel in the pro- 
portion of three hundred pounds or 
three pecks of 3/16-inch burnishing 
balls to two hundred pounds or two 
pecks of the rods, In order that you 
may obtain an idea of the general ap- 
pearance of these parts, we refer you 
to Fig. 1. These provide the first ex- 
ample of parts that are self-burnish- 
ing, and all that we required in this 
case was to remove all of the balls 
from the barrel and instead of the 
three and two proportion simply place 


Fig. 1—These 5/32-inch diameter x 2%-inch lon 
a high and narrow barrel in the proportion of 3 
inch burnishing balls to 200. 





tods were operated in 


lb. or 2 pecks of the rods. 








fi [ 


Fig. 2—These small screw machine parts each 
have a tiny nib on the center of the face which 
presents a problem in barrel finishing. 





a full five pecks of the rods in the bar- 
rel and reduce the speed from about 
14 r.p.m, to 8 r.p.m., the procedure 
then being the same as when both 
balls and parts were operated togeth- 
er, The operating cycle was two hours, 
however, with this important differ- 
ence, not only did they not need balls 
or any other burnishing material, but 
in the same length of operating time 
their useful load was increased from 
two hundred pounds per cycle to five 
hundred pounds, With this increase, 
they did not even require a second bar- 
rel since the one barrel would easily 
handle the entire job. Thus, in this 
case, we have a 3/5 increase in pro- 
duction volume with its accompanying 
decrease in production costs, as well 
as the saving of the expense of the 
purchase of an additional three hun- 
dred pounds of balls in a market 
where they were simply not to be had. 

Our second little journey deals with 
a screw machine part that we might 
term a short cylinder, which is tapped 
and threaded and is part of a larger 
assembly. This particular part pre- 
sented two problems, First, and we are 
asked this one very often, was the 
question, “Can the small teat or nib 
left on the center of the part where it 
is snapped from 
the rod be re- 
moved in a barrel 
finishing opera- 
tion?” In order 
that you may see 
just what we 
mean, we refer 
you to Fig. 2 
which shows 


lb. or 3 pecks of 3/16- 
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three of these 
small cylinders, 
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This man knows 
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Buffing Composition 


SEND FOR our folder To the piece-worker, AHCO Buffing Compositions mean a fatter ; 


on AHCO BUFFING paycheck ... for with these compositions he can buff more pieces per hour i 
COMPOSITIONS. A . +» More pieces between wheel dressings. 
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it . . . and promptly. And, when the worker earns more by producing more, his employer bene- 


fits proportionately. 


Why not try a few bars of AHCO Buffing Composition? Satisfy yourself of 
their uniformity ... their unsurpassed quality .. . their economy. 





Standard grades are available to meet any ordinary buffing requirement. 
And, when needed, we can produce special formulas for special jobs. Write 
for complete information. 
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each having the small teat or nib un- 
der discussion. As we have so often 
told you, barrel finishing is an inani- 
mate operation and we cannot mask 
‘ off a certain area of a part so as to 
14 have no action on this area while at 
the same time removing a greater por- 
tion of surface from some other part 
of the same piece. Thus, we know of 
no practical way of removing these 
small projections, True, they can be 
and are reduced in size by barrel fin- 
ishing but the arc of the radius cre- 
ated on the edges would be abnormal 
and the projection, while being lower- 
ed in height, would still be evident as 
a wave uplifted in the center of the 
face of the part, as shown in Fig. 2. 
We once observed a rather unique 
setup for the removal of just such 
small break-off pfojections, It in- 
volved a small bench type sander fit- 
ted with a fine abrasive belt, and a 
small jig that looked not unlike an end 
opening socket wrench, The operator 








simply slipped these small parts into 
the socket with the nib face toward 
the belt and very quickly faced off the 
nib, The operation was both fast and 
efficient, and it might be a suggestion 
to you as to how you can overcome the 
same condition, As to the barrel fin- 
ishing of these parts once the nib was 
removed, the question was also asked, 
“What kind of burnishing material 
shall we use and in what proportion?” 
Here again we recommended no burn- 
ishing material whatever because the 
parts were completely adequate to 
burnish each other with full 100 per 
cent production on each barrel load of 
the parts, 

In the third little journey, we are 
glad to present to you an illustration 
which is typical of what we meant in 
the various times that we have sug- 
gested to you that definite planning 
and tooling both as to design of the 
part and its adaptibility to barre! fin- 
ishing procedure must be taken into 
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MEN WHO insist upon Rinshed-Mason lacquers and enamels are men of per- 





ception. Industrial finishing experience has taught them to appreciate 
the sound value of the R-M name...a name representing over twenty- 
five years of intensive laboratory work . . . unceasing quality control . . 

in the manufacturing of the finest industrial and automotive finishes. 
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consideration. Figure 3 shows several 
small hammer heads, Referring to il- 
lustration A, you will note that the 
contour of the ball end of each ham- 
mer where it joins the body is cut too 
deeply to enable the face edge of an- 
other hammer to make contact, This is 
also true of the depressed band at the 
other end of the hammer head, If these 
contours had been made more shallow, 
it would then have been possible and 
completely practicable to operate 
these parts as self-burnishing med- 
iums, as shown at B in Fig. 3. If they 
were to be barrel finished with burn- 
ishing materials, then a double opera- 
tion would be required, using say 
equal parts of \-inch diagonals and 
hammer heads, the first operation be- 
ing performed with soft material and 
abrasive to face off the toolmarks and 
the second operation with hardened 
materials and soap solution for a 
bright finish prior to plating. All of 
this work could have been eliminated 
by simply making a small change in 
the depths of the contours of the de- 
sign, If this had been done, the parts 
would have been easily operable both 
in the cutting down and burnishing 
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Fig.3—On each of the 
small hammer heads 
shown at A, the con- 
tour of the ball end 
where it joins the 
body, as well as the 
depressed band at 
the other end of the 
head, is cut too deep- 
ly to enable the face 
end of another ham- 
mer head to make 
contact, thus making 
it impracticable to 
operate these parts 
as_ self - burnishing 
mediums. If the con- 
tours had been made 
more shallow, as in- 
dicated at B, these 
parts couid have 
been effectively oper- 
ated as self-burnish- 
ing mediums. 


stages and without the aid of any aux- 
iliary burnishing materials. 

Inasmuch as the most of our discus- 
sions have related to what we might 
term the finer parts of barrel finish- 
ing, it is not to be supposed that we do 
not also have our full share of what 
might be called the ‘rougher’ work; 
that is, where parts require somewhat 
less in the way of an elegant finish 
than what we would call “over the 
counter” products, Thus, the last or 
final little journey of the present dis- 
cussion will be to a foundry where a 
wide variety of small castings were 
made and that required a barreling 
operation to break off and smooth fins 
and parting sprues and the like. We 
know that formed materials for bright 
burnishing as well as cutting down 
are scarce, but this is also true of the 
typical foundry stars that are so wide- 
ly used for operations of this kind on 
castings, thus providing a case where 
castings were to be finished with no 
stars for operating the tumblers. 

On our way to this foundry we hap- 
pened to pass another establishment 
on the wall of which was a large sign 
in black and white that read WATER 
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TUBE MARINE BOILERS, On a flat 
car on a siding wasamonstrously large 
contraption of the squarish type with a 
smaller round boiler effect mounted 
above it, The entire setup was liter- 
ally bristling with rivet heads in great- 
er proportion than the proverbial fleas 
on the average dog. As practically 
everyone knows, you cannot have rivet 
heads unless you have holes through 
which to put the rivets. We asked at 
the foundry whether they knew the 
superintendent of the neighboring 
boiler factory. “Know George, why we 
grew up together,” said one of the 
foundry men, All right said we, and 
SO Suppose you put on your hat for we 
are going to pay George a visit. After 
formal introductions, we explained 
that what we were interested in was 
their scrap heap and more especially 
what we might find in the way of 
“holes.” By that we simply meant the 
punchings from the boiler plate sheets. 


If you have ever examined any of. 





Are you rumbling around for a way 
to polish metals? Why not check 
Lupomatic’s method. 
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For efficiency in finishing metal 
parts, install a DEBURRMASTER. 

Save time, money and produce 
assured results. 
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these “holes” you would find first that 
they are of steel plate and that they 
have one reasonably smooth angle 
edge and one very jagged and rough 
edge where the punching is snapped 
out of the plate, It required only about 
ten minutes to make an arrangement 
whereby the foundry truck would call 
for the punchings, transport them to 
the foundry where they could be used 
in the barrels on the castings until the 
cutting edges were worn away, return 
them to the scrap heap, and bring 
back a fresh supply, Being friendly 
neighbors, the only expense involved 
was that of trucking the punchings, 
which provided an effective answer to 
the lack of foundry stars. 


With these few simple illustrations 
we hope that we have pointed out to 
you that there are ways in which you 
can help yourself in times of shortages 
such as now exist; that you should not 
look at a single part of your produc- 
tion alone, but view it with the idea 
that some other part you make might 
be used as a burnishing medium so 
that one part will complement the 
other, It can be done and in far more 
cases than you think possible. If it is 
true as the economists tell us that 
what is needed is a greatly increased 
production at a lower production cost 
to provide more things for more peo- 
ple, then perhaps we of barrel finish- 
ing can manage to make a very ma- 
terial contribution toward that desir- 
able end, 


At this time we would like to add a 
final word to those of you who have 
the feeling that no barrel manufactur- 
er wants to sell a barrel unless he can 
also sell a load of materials with which 
to operate it. Such an attitude is 
grossly unfair to the barrel people and 
besides that is grossly untrue. Down 
through the years we have come to 
know practically every barrel manu- 
facturing concern in the country, and 
we can promise you that they certain- 
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eA characteristic problem of cold roll 
strip production is the removal of oil 
and other foreign matter. Pittsburgh 
has solved this by a 3-color, dense filled, 
medium stiff brush. This special brush 
of even trim, spiral wound, removes all 
rolling oil and other foreign matter after 
the strip has passed through a heated 
alkaline bath and been sprayed by clear 
water. @ Such a brush has to take plenty 
of punishment for it is constantly sub- 
jected to both the softening effect of 
water and rapid friction of the strip. 
Brushes by Pittsburgh are skillfully and 
durably built to withstand this heavy 


going. 
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It pays to use power-driven 
brushes by Pittsburgh 


@ You can depend on Brushes by Pittsburgh 
for top performance, enduring economy, and 
a minimum of lost time in change-overs. In 
the complete Pittsburgh line are brushes of 
all types, including “Perfect Balance” sec- 
tions, wheels and section assemblies, Uni-Fill 
scratch brushes, as well as paint and other 
maintenance brushes. @ Consult the Pitts- 
burgh engineering representative. He will 
gladly work with you in developing any type 
of power-driven brushes to meet your par- 
ticular finishing requirements. 


‘BALTIMORE—29, . MARYLAND 
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ly are not that kind of people. Their 
first concern is that you get the ut- 
most in production from your barrel 
whether you use burnishing material 
or whether your parts are self-burn- 
ishing, since the greater saving that 
can be effected by the use of their bar- 
rels, the greater will be their pros- 
pects for additional sales. 

The main trouble as we have always 
seen it is that a concern will simply 
place their order for a barrel and a 
complement of burnishing material 
with no explanation or information to 
the barrel manufacturer of the pur- 
pose for which the barrel is to be used. 
None of our barrel manufacturing 
friends feel warranted in conducting a 
veritable cross examination of every 
prospect to learn exactly what he ex- 
pects from a barrel, and you would re- 
sent it if they did, Yet, most of the 
complaints that we hear never would 
have had a foundation had the barrel 
supplier been in full possession of all 
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of the facts. Thus, may we ask you 
that when you write to a barrel manu- 
facturer, or burnishing material man- 
ufacturer for that matter, that you 
take the time to provide him with as 
full and complete an outline as you can 
of just what you plan to do, even 
though it involves a letter of twelve to 
fifteen pages. He will appreciate the 
information and, if his equipment 
would not be suitable, he will frankly 
tell you so even though it might mean 
the loss of a sale. We of barrel finish- 
ing are willing and anxious to give you 
the very best we have in instrumen- 
talities, materials and research but 
this we cannot do unless we are in 
complete possession of all of the facts 
in each individual case, 





“Advantages of Surface-Treating 
Aluminum with Alodine.’’ Published by 
the American Chemical Paint Co., Amb- 
ler, Pa., this comparative summary of 
coating methods for aluminum lists a 
number of interesting features and ad- 
vantages of a process recently developed 
by the company for coating aluminum 
and its alloys with Alodine, either as a 
basis for paint or for protecting alumi- 
num that is to be exposed unpainted in a 
corrosive environment. Copy free. 





“Emulsions.’”’ The seventh edition of 
its well-known book on emulsions is now 
being offered by the Carbide and Car- 
bon Chemicals Corp., 30 E. 42nd St., New 
York 17, N. Y. The 72-page book pre- 
sents over 113 practical formulas and 
methods for preparing cosmetic and in- 
dustrial emulsions of oils, waxes, fats, 
and greases. Extensive additions and 
revisions have been made to the mate- 
rial presented in previous editions, in- 
cluding a description of the uses of 
“Tergitol’? wetting agents, ‘‘Carbowax’’ 
polyethylene glyocl emollients, and 
*‘Cellosize’’ hydroxyethyl cellulose thick- 
ener in new emulsion formulas. 

The book also describes the use of 
many of the recently developed amine 
soaps and cationic dispersants which are 
now being widely used as emulsifying 
agents. Copy of the book is available 
free to interested executives, addressing 
requests on their company letterheads. 
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You couldn't ask for better proof of performance 
than this—that the “most efficient factory of 
its kind in the world” selected a DESPATCH 
Finishing System! 

Every 20 seconds, like clockwork, it turns 
out another big water heater . . . completely 
finishing 180 units per hour. The system in- 
cludes a 5-stage alkali wash and phosphate 
coating unit, a dry-off oven and a 100-ft. 
Despatch convection air heated Finish Baking 
Oven. 

Loads weigh up to 13,500 Ibs. per hour. Each : 
heater has a maximum height of 5’8” and travels on 
a 770-ft. conveyor at 10 ft. per minute. 4 

There are no transfer points ... no handling... 
no manual controls . . . no wasted floorspace. It’s 
an engineered, mechanized system built to save labor 
and give maximum finishing output per manhour. 


Prompt Engineering & FAST Delivery! 
If you need an Oven now, or a Complete Finishing System, 
call or wire DESPATCH today! We have engineering, manu- 
facturing and installation facilities that assure you of prompt OUTLET E 
delivery ... FASTEST IN THE INDUSTRY! Take advantage fick wales 
of this unusual service and get needed equipment now. veyor ma 

supplied b' 


DESPATCH OVEN CO. kinwrarous is, minwesora © WRITE FO 


fe} = SP er 3 cH Complete Finishing Systems or Individual Ovens 


OVEN COMPANY BAKING OVENS + DRY OFF OVENS + RUST PROOFERS 
AIR CONDITIONERS » SPRAY BOOTHS + CONVEYORS 
FLOW COATERS + WASHERS 
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Proper Drainage of 
Metal Parte 


By JOHN E. HYLER 


HERE are various instances, 
both in actual finishing and in 
related processing, such as 
pickling and degreasing, where 
a problem arises with regard to prop- 
er drainage of metal parts, either be- 
cause the parts being processed are 
cup shaped or because they have re- 
cesses of one kind or another into 
which the liquids involved run, With 
many different metal parts, it has 
been found good practice, when put- 


ting them through cleaning opera- 
tions, to use rinsing water as hot as 
possible and submerge the parts in it 
until considerable heat is built up in 
the parts. Then, when the clean parts 
are finally withdrawn from the rins- 
ing bath, the moisture left in any ex- 
isting recesses (provided the volume 
is not too great) will evaporate under 
the heat of the parts themselves, 

In the case of small parts processed 
in baskets, the idea of using revolving 





Conveyor-type washing, rinsing and rustproofing machine incorporating a conveyor with 
sidewise inclination to ensure proper drainage for parts processed 
(Photo courtesy N. Ransohoff, Inc., Cincinnati, Ohio) 
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baskets for the purpose should be con- 
sidered. Such baskets are now avail- 
able in various types for processing 
metal parts. Not infrequently, the use 
of a revolving basket is the proper so- 
lution to a drainage problem on small 
metal parts, Where cup-shaped parts 
are involved, it is reasonable to as- 
sume that by the time they are slowly 





Close-up view of conveyor with 
sidewise inclination as incorpor- 
ated into washing, rinsing and 
rustproofing machine to ensure 
proper drainage of parts 
(Photo courtesy N. Ransohoff, 
Inc., Cincinnati, Ohio) 


revolved through 360 de- 
grees, no appreciable 
amount of liquid can re- 
main trapped in the parts. 
The accompanying illus- 
trations show a special 
conveyor-type washing, 
rinsing and _ rustproofing 
machine, developed for 
cleaning and draining cup- 
shaped parts. The convey- 
or is made with two parallel side 
chains, one of which is somewhat 
higher than the other, The chains are 
connected by bars spaced so that they 
support the workpieces properly. By 
reason of the conveyor having this 
sidewise slant and the parts being 
placed with their open ends lowest, 
proper drainage is readily assured, 








Durco No. 4 Corrosion Resisting Heat 
Exchanger, a highly efficient unit for 
heating or cooling corrosive solutions 
over a wide range of temperatures, is 
covered as to construction, capacity and 
heat transfer, installation, operation, and 
so on, in an illustrated bulletin published 
by The Duriron Co., Inc., Dayton 1, Ohio. 
Copy of Bulletin 1610 free upon request. 





Infra-Red Brochure. The _ Fostoria 
Pressed Steel Corp., F'ostoria, Ohio, has 
published a 12-page brochure which illus- 
trates and describes the use of the Fos- 
toria Evenray System in baking finishes 
on boiler jackets, degreasing metal chair 
frames, baking finishes on oil burner 
units and grass shears, and in various 
other finish baking operations. The vari- 
ous models in which the Evenray System 
is offered for spot heating, batch oper- 
ations, or conveyorized production lines 
are also pictured and described. Copy of 
brochure free upon request. 
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“Alkor” Acid and Alkali-Proof Floors 
for plating rooms, chemical plants, proc- 
essing plants, and many other industries 
employing alkalis and acids are described 
as to advantages, construction, and so 
on, in a four-page folder published by 
The Atlas Mineral Products Co., Mertz- 
town, Pa. Numerous illustrations show 
typical Alkor floor installations. Copy 
free upon request. 


| 


AO Eye Safety Guide. An eye safety 
guide which lists industrial hazards by 
industries and recommends the proper 
protection equipment is announced by 
the American Optical Co., Southbridge, 
Mass. Seventeen eye-hazardous opera- 
tions in 17 industries are listed in the 
guide, which also contains descriptions 
and pictures of the equipment that should 
be. worn for complete eye protection. 
The guide is so arranged that the proper 
choice can be made in a matter of sec- 
onds. Copy free upon request. 
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The Stanley Works—a well known 
name in hardware—manufactures 
fine hinges and other cabinet fittings. 
For many years, these hinges have 
been cleaned with Pennsalt Cleaners 
prior to bright nickel plating. 


Recently, Stanley installed a power 
spray washer . . . which involved a 
cunes in cleaning technique, because 
brass and steel had to be cleaned in 
the same cycle. The Pennsalt tech- 
nician offered a compound suitable to 
meet the exacting requirements. 
Result: satisfactory cleaning of fully 
assembled parts, both brass and steel 
prior to bright nickel and 
chromium plate. 


STANLEY 





SEND FOR COMPLETE DETAILS ON THIS CASE 
If you’d be interested in complete 
details on this case, write to our 
Special Chemicals Division and ask 
for Case Report No. 65-4. And while 
you're at it, why not jot down your 
current problems in cleaning, plating 
or enameling. We can put a pee 
trained representative in touch wit 
with you in a matter of hours... 
with no obligation. 


\PENN\@/SALT) 


CHEMICALS 
97 Years of Service to Industry 


PENNSYLVANIA SALT MANUFACTURING COMPANY 


Special Chemicals Division ¢ 1000 Widener Building, Philadelphia 7, Pa. 
New York e Chicago e St. Louis e Pittsburgh e Cincinnati e Wyandotte e Tacoma e Portland, Ore. 
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Choosing a Finish for Iron Castings 


HE finishing engineer dealing with iron 
castings should keep in mind the fact 
that properly finished castings should 
have surfaces as smooth as though 

pressed from sheet steel. In general, methods 
for finishing large iron castings differ from 
conventional methods for finishing iron and 
steel surfaces in that special fillers are applied 
to build up low spots and. cover the rough 
areas. Once a smooth surface is built up, the 
coating processes proceed as usual, Small iron 
castings are usually ground down to afford a 
smooth clean surface and primer coats and 
enamels applied in the conventional manner 
with a minimum of glazing. 

Generally, the first step in finishing iron 
castings is to grind off all high spots, rough 
areas, and any projections, To further smooth 
the surface carborundum grinding wheels are 
sometimes used. If grease spots remain on the 
castings, degreasing methods are recommended 
before application of primer coats. Phosphoric 
acid type treatments will remove light rust 
spots and, as is the case with steel products, 
have been found particularly useful in a base 
for subsequent painting operations. 

Rust-inhibiting primers are generally ap- 
plied to iron castings immediately after clean- 
ing. Following this, glazing is performed using 
a regular iron filler in either a varnish or lac- 
quer base. In many high quality finishing 
operations, a pigmented sealer may be applied, 
which, when dry, is sanded and one or two coats 
of varnish or lacquer enamel are applied. 
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The finishing engineer has a wide 
variety of either varnish-type or lac- 
quer-type materials from which to 
choose, The entire system may con- 
sist of varnish-type materials, or like- 
wise lacquer type materials, Combina- 
tion systems employing both types of 
materials may be devised, Either 
spray or brush methods may generally 
be used in applying the usual varnish- 
type materials, Certain of the lacquer- 
type materials, although they may be 
more costly than varnish-type mate- 
rials, offer some advantages in drying 
characteristics. 

Some production lines employ com- 
bination systems where both types of 
materials are successfully used, The 
primer and filler may be of the var- 
nish-type, while lacquer-type mate- 
rials are used for the final coat. One 
precaution should be observed in using 
combination finishing systems; that 
is, varnish-type materials should be 
thoroughly air dried or baked before 


12646 WESTWOOD AVENUE 


Buffalo ° Cleveland ° 
Trenton, N. J. ° 





INFRA-RED OVENS — CONVEYORS — DIP TANKS — SPRAY BOOTHS 


SWENSON ENGINEERING & MANUFACTURING, INC. 


Chicago ° 
Jersey City 


application of lacquer materials, to 
prevent the lacquer from softening 
the preceding varnish and thereby in- 
terfering with adhesion. 

In finishing operations on iron coat- 
ings where it is desired to eliminate 
some of the grinding or filling opera- 
tions, the new developments in wrinkle 
finishes should be’ considered, These 
types of finishes will conceal many 
minor surface defects that would be 
magnified by smooth coatings, Most 
wrinkle finishes require baking but 
some air drying finishes of this type 
are becoming more readily available. 

* * * 


Ventilation of Metal Pickling 
Tanks Should Be Adequate 


N the pickling of iron and steel in 
solutions of sulfuric, hydrochloric, 

or phosphoric acids to prepare the 
metal for painting, galvanizing, plat- 
ing or other purposes, the splash haz- 
ard and corrosive action on the skin, 





144 KW Infra-Red Oven and 
‘Simplex’ Trolley Conveyor 
installed at Lyon, Inc., De- 
troit, Michigan, for baking 
enamel on polished stainless 
steel and chrome-plated steel 
hub caps. Cat-walks and safe- 
ty rail extend full length of 
the 44-foot oven, both sides, 
to facilitate maintenance. Ceil- 
ing suspension provides addi- 
tional floor space. 


As a pioneer of INFRA-RED, 

Swenson Engineering offers 

you COMPLETE production 
systems. Write us today. 


DETROIT 23, MICH. 


Houston ° Rochester 
* Louisville °* Indianapolis 
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clothing, and machinery are well rec- 
ognized. In addition, bubbles of hy- 
drogen gas rise from the bath and 
carry a sometimes invisible mist of 
acid into the air, which necessitates 
proper control by ventilation. The rate 
of formation of mist depends upon the 
temperature of the bath, the acid and 
its concentration, the nature of the 
metal and its surface area, and 





Drawing of mist trap recommended for use with 
pickle tank ventilation systems 


whether or not the bath contains an 
inhibitor, 

Since the nature and extent of ven- 
tilation control depend upon the rate 
of acid mist escape, various methods 
of hooding for pickle tanks are used. 
According to F. A. Patty, Industrial 
Hygiene Consultant of the General 
Motors Research Laboratories, in a 
lecture before the School of Public 
Health at the University of Michigan, 
lateral exhaust applied at the edge or 
edges of the pickling tank, a short dis- 
tance above the surface of the bath, 
is most effective in controlling mist. 

The volumes of hooded exhaust or 
general ventilation required may vary 
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considerably. Based on Patty’s report, 
the question of what constitutes a 
harmful exposure is an open one, but 
most toxicologists agree that in no 
case should the amount of inorganic 
acid gas or vapor in the air exceed 10 
p-p.m, by volume, Five to eight mg./ 
cu.m, of air has been proposed as a 
safe limit for sulfuric acid. Chromic 
acid should not exceed 0.1 mg./cu.m. 
of air, The corrosive action on machine 
tools, instruments, work in progress, 
and finished products may be, in cer- 
tain instances, of greater importance 
than the potential injury to health, 
since in a humid atmosphere any 
amount of acid gas, vapor, or mist will 
corrode metal, Thus, the logical proce- 
dure in the case of acid vapors and 
mists is to provide suitable control 
wherever any detectable amount is 
found in the plant atmosphere (see 
“The Monthly Review,” August 1946). 

One point that should be kept in 


» mind is that merely exhausting the 


acid vapors to the exterior is not al- 
ways a Satisfactory solution to the 
problem. Damage may result to the 
roof installations or the air currents 
may bring the corrosive vapors back 
into the plant. Where such a problem 
exists, mist traps, scrubbers, or wet 
collectors can be used to advantage. 
A novel type of mist trap, recom- 
mended by Patty, is shown in the ac- 
companying drawing. 

In some pickling or acid dipping op- 
erations, hydrofluoric acid baths are 
used, These baths should be mechanic- 
ally ventilated and great care should 
be exercised to avoid contact of the 
acid with the worker’s skin. In the 
event of accidental contact, the acid 
should be washed off immediately. 

* * * 


Proper Racking of Parts Impor- 
tant in Plating Zinc Base 
Die Castings 


HE production plater dealing with 
electroplating finishes on zinc 
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PROTECTED 
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BONDERIZED 








Junior’s reflection looks back at him sharp and 
clear. The finish on that new car will mirror 
him as he grows taller, too, because the manu- 
facturer has provided lasting fine finish pro- 
tection with Bonderizing*. 


Bonderizing—used on the great majority of 
passenger cars, and on trucks and buses, too— 
is a fast, economical, effective chemical con- 
version process which creates a nonmetallic 
phosphate coating on metals. Bonderizing 
anchors the final finish, greatly retards cor- 
rosion, prevents spreading finish failure when 
the paint film is accidentally broken. 


Nationally advertised Bonderizing is a product 
improvement and a valuable sales feature. Get 
full information on how you can use it on your 
products. Write today! 


PARKER RUST PROOF COMPANY 
2172 E. Milwaukee Ave., Detroit 11, Mich. 


*Bonderite—Reg. U. S. Pat. Off. 





BONDERIZING PARKERIZING PARCO LUBRIZING 


Holds Paint. to Metal 


Inhibits Rust Retards Wear on Friction Surfaces 


PARKER PRODUCTS CONQUER RUST 
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base die casting recognizes that there 
are a large number of variables that 
effect the quality of his work, One 
of these is the importance of the plat- 
ing rack design. A factor affecting the 
plating of die castings is the chemical 
activity of the alloy, which may cause 
film formation between the rack hook 
and the work, Consequently, when 
.copper-nickel-chromium plating is 
‘performed without intermediate re- 
racking, it is essential that the parts 
have adequate rack contact. 

It is also important that racks be 
designed so that the current is dis- 
tributed as uniformly as possible over 
each part. During the past few years, 
“there has been a decided trend toward 
high speed plating, Copper and nickel 
baths, especially those of the bright 
plating variety, have been improved 
and new ones have been developed to 
the point that the plater can at least 
double or triple the current densities 
previously used. However, improve- 


We will purchase and/or 
have reclaimed paint 
overspray from water cur- 
tained spray booths. Any 
type paint, enamel or lac- 
quer is acceptable. 


MECKLER 
Chemical Corp. 
3748 E. 91st St., Cleveland 5, Ohio 
251 W. 42nd St., New York 18, N. Y. 
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ments in throwing power have not 
kept pace with increases in current 
density of plating; thus, the need for 
rack design to provide for as uniform 
current distribution as possible. 

According to a report by D. M. 
Overcash of the Brown-Lipe-Chapin 
Division of the General Motors Cor- 
poration, racks should be designed so 
that the ratio of maximum to mini- 
mum current density does not exceed 
two and one-half (see also “The 
Monthly Review,” July 1946), This is 
considered as the maximum for use in 
full automatic copper-nickel-chrom- 
ium plating conveyors in which are be- 
ing plated a variety of parts. In hand 
chromium plating, the ratio is regard- 
ed to be less critical since the hand 
plater exercises better control than the 
full automatic plater, Means of reduc- 
ing the ratio include “thieves,” in- 
sulated shields, bipolar electrodes, and 
auxiliary anodes, 

A quick method of determining 
which are the maximum and minimum 
current density areas on a piece is to 
copper and nickel plate the part and 
then chromium plate it at such a cur- 
rent density that burning just starts. 
This indicates the high current density 
area, The low current density area is 
where the chromium fails to cover the 
nickel plate. By measuring the plate 
thickness at these points, the ratio of 
maximum to minimum current density 
can be determined, since the thickness 
of the deposit on any point is propor- 
tional to the current density at that 
point, providing the cathode efficiency 
is 100 per cent, This has been found 
true for bright copper baths. 

With a current density ratio of 1% 
to 1, the maximum thickness on the 
part will be 114 times the minimum 
thickness, Thus, a specification call- 
ing for a minimum thickness of 
0.0009 inch copper on the part cor- 
responds to a maximum of 0.00135 
inch somewhere else on the piece, An- 
other thing that should be kept in 
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To economically produce an attractive finish with the appearance and feel 
of “plushy” velvet, the metal base of the above electric display unit — 
“Curv-Lite’* — was surfaced with Claremont Flock. Long wearing . . . 
neither cracking, staining nor peeling . . . the flock provides excellent 
insulation against heat generated by the concealed incandescent bulb — 
while contributing a rich, attention-compelling background for the product. 
Available in a wide range of colors, Claremont Flock (cotton, rayon, 
wool) is readily and inexpensively applied to metal, glass, wood, paper, 
etc. With numerous advantages—and count- 
less applications, Claremont Flock is certain * Designed ond manufactured 
to serve your product to the best advantage. by Lakeside Plastics and En- 
Samples available. Inquiries invited! graving Co., Duluth, Minn. 


CLAREMONT COUNTRY’S LARGEST FLOCK MANUFACTURER 


WASTE MANUFACTURING CO., CLAREMONT N. H. 
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Heating coils constructed of aluminum for use in tank containing dye solution for ccloring 
anodized aluminum 
(Photo couresy Heil Process Equipment Corp., Cleveland, Ohio) 


mind in rack design is the fact that 
the time factor is an important vari- 
able in determining the permissible 
current density range, especially 
where high thicknesses are required. 
The use of the proper current density 
in the plating and cleaning of zinc base 
die castings has been found very im- 
portant, Proper rack design helps en- 
sure such a desirable condition. 
* * * 


Colored Anodic Coatings 
on Aluminum 


F interest to the finishing engineer 

working with aluminum is the 
fact that attractive colored coatings 
can be produced on anodic films by 
dyeing methods. These coloring proc- 
esses, according to J. F. Mason of 
Reynolds Research Laboratory, may 
be classified as follows: (1) the ab- 
sorption of organic dyes into porous 
anodic films; (2) the treatment of the 
oxide film with inorganic materials; 
and (3) the production of colored 
films directly from the electrolyte by 
acid combinations and addition agents 
in the bath (see “The Iron Age,” Sept. 
5, 1946 and also forthcoming book on 
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aluminum finishes by above author to 
be published by Reynolds Metals Co.) 
The first process involves the im- 
mersion of the work, on which a porous 
anodized film has been produced, in a 
0.1 per cent organic dye bath main- 
tained at about 170 deg. F. A treat- 
ment time of about 10 minutes is used. 
Anthracene blue and alizarin red S are 
typical of a large number of acid dyes 
which may be employed to obtain vari- 
ous colors, Basic organic dyes may be 
used provided the oxide film is first 
etched in 5 per cent potassium dich- 
romate, sodium borate, or oxalic acid. 
Examples of suitable basic dyes are 
victoria blue B or green, auramine or 
rhodamine B. The basic dye solutions 
must be highly concentrated. 
According to reports by the Alu- 
minum Company of America, “Alu- 
milite” coatings, produced by a prac- 
tical anodic treatment, are very ab- 
sorptive, By immersing an Alumilite- 
finished aluminum article in a suitable 
dye bath, it readily absorbs the color. 
The dye penetrates the coating, pro- 
ducing deep colors which have an at- 
tractive underlying metallic sheen. 
However, these finishes are best rec- 
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SEND FOR YOUR 
COPY TODAY! 


This 24-page booklet 

is yours for the ask- 

ing. Write to Federal, 

requesting Electro- 

plating Data Book 
934. 








WHETHER YOU’RE PLANNING a com- 
plete electroplating installation, 
modernization of existing equipment, 
or the expansion of your facilities, 
this new booklet points the way to 
increased profits — lower operating 
expense. 

Profusely illustrated, with charts, 
diagrams and data, tabulations, it 


shows you how to plan your D-C power supply to meet 
both present and future needs — with scientifically 
engineered flexible layouts featuring Federal’s long- 
life Selenium Rectifier Equipments. 

Planned power means maximum efficiency, power 
savings, flexibility. Federal equipment, with the famous 
“Center Contact” Selenium Rectifier, means maximum 
service life, minimum maintenance, year-after-year de- 
pendability — backed by America’s oldest and largest 
producer of Selenium Rectifiers. 





Federal Telephone and Rado Corporation 


In Canada: — Federal Electric Manufacturing Company, Ltd., Montreal. 
Export Distributors: = International Standard Electric Corp. 67 Broad St., N. Y. 
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FOR THOROUGH METAL CLEANING . 


The D'OILER Vapor Spray machine, illus- 
trated above, can be used as a vapor- 
spray, or a straight vapor degreasing unit, 
Drain table recaptures dragout from bas- 
keted parts . . . all-around insulation 
reduces heat losses . . . exhaust duct on 
two sides safeguards operator . . . pump 
drive for standby solvent eliminates hand 
pouring. 


Every D'OILER type is built to do a spe- 
cific job . . . is designed with the ‘‘on- 
the-job experience’’ necessary to provide 
o degreaser that does the work, in the 
required volume, economically. 


Our engineers will gladly advise on de- 
greasing problems; your inquiries will re- 
ceive prompt attention. Write today. 


PROCESS COMPANY : 
P. 0. BOX 88, SOUTH ORANGE, 
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ommended for interior service. Cock- 
tail shakers, inlay material for plas- 
tics, automatic pencils, founatin pen 
parts, ash trays, cigarette cases, and 
compacts are some examples of their 
use, Two-colored finishes, or contrast- 
ing colored and uncolored sections, af- 
ford pleasing effects for decorative 
work, Portions of the design may be 
stopped off while other parts of the 
design are being finished. 


According to reports from England 
(see also British “Sheet Metal Indus- 
ries,” July 1945), the most useful 
dyes for treatment of anodized alu- 
minum surfaces are those of the di- 
rect acid type, and they are reported 
to have good fastness to light. Among 
suitable acid dyes are the Solway 
Blues, Naphthalene Scarlet, and Lis- 
samine Fast Yellow. Alizarin Green 
and Red and Solochrome Yellow have 
also been recommended, Nigrosine is 
widely used for dyeing the film black. 

These dyes, according to the English 
report, are employed in the form of 
relatively strong solutions (0.1 to 0.5 
per cent), the temperature of the dye- 
ing bath being kept at 60 to 90 deg. 
C., depending somewhat on the nature 
of the dye, In making up the dye solu- 
tion, it is important to ensure that no 
undissolved particles remain, or 
spotted and patchy colors will result. 
Most dyestuffs have an optimum pH 
range within which the best results 
are obtained, consequently, it is desir- 
able to control the pH of the bath 
within specified limits. Excessive drag- 
out of acid into the dye bath must be 
avoided, since it can cause floccula- 
tion of the dyestuff. Thus, the anod- 
ized article must be very thoroughly 
rinsed in cold running water after the 
anodizing treatment and, in the case 
of the sulfuric acid anodizing process, 
a neutralizing rinse containing about 
1 per cent of ammonia is often em- 
ployed, The dye bath should be kept in 
movement, preferably by air agitation, 
and any surface scum removed from 
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| RACK COATING 
| QUTLIVES RACK! 


Unichrome Rack Coating 
Contacts badly worn Still Good After 5,000 Cycles! 


away, but Unichrome 
coating still OK! 






A coating that can survive 5,000 severe ano- 
dizing cycles—and outlive the rack itself— 
is really tough. Yet that’s the actual service 
record of Unichrome Coating 202, as re- 
ported by a large industrial plant. 





For your severest plating cycles, where 
frequent recoating is a problem, you too 
can save time and expense with this extra- 
adherent, forced-dried rack coating. It is 
designed for use in all plating processes— 
withstands rough shop handling. Write your 
nearest United Chromium office today for 
prices and data. 

















Trade Mark Reg. U.S. Pat. Off. 


RACK COATINGS—Products of 


UNITED CHROMIUM, INCORPORATED ¢ 51€. 42nd St., New York 17, N.Y. 
Detroit 7, Mich. ¢ Waterbury 90,Conn. ¢ Chicago4,Ill. +¢ Dayton2,Ohio + Los Angeles 11, Cal. 
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time to time, The time of treatment 
varies, but must be sufficiently pro- 
longed to ensure complete penetration 
of the anodic film; usually 20 to 30 
minutes are required to provide for 
good impregnation, 

The second process described by 
Mason involves treating the porous 
oxide film produced by the anodiz- 
ing operation successively with solu- 
tions which react with one another on 
the oxide film forming insoluble col- 
ored compounds, Some typical treat- 
ing solutions are: (1) for black films, 
nickel acetate treated with ammon- 
ium sulfide; (2) for yellow films, zinc 
acetate treated with potassium di- 
chromate; and (3) for blue films, po- 
tassium ferrocyanide treated with fer- 
ric chloride, Colors can also be pro- 
duced by immersion of the film in a 20 
per cent solution of lead nitrate or co- 
balt nitrate which produces a brown 
color that is afterward treated ina 5 
to 10 per cent solution of potassium 
permanganate at 160 deg. Fahrenheit. 

Also, it is reported by the Aluminum 
Company that for more severe service 
mineral pigments may be absorbed in 
the “Alumilite” type anodic coating. 
These colors are not usually as bril- 
liant, nor do they produce the trans- 
lucent effect of the dye colors, but 
they possess unusual light fastness. 
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Such coatings are now in outdoor ser- 
vice for lamps on bridges, for statues, 
and for other architectural applica- 
tions, They retain their color for sev- 
eral years, although their ultimate life 
has not yet been determined. 

* * * 


Water Soluble Buffing Com- 
pound May Offer Advantages 


NE of the major difficulties en- 

countered in the plating and fin- 
ishing department is the removal of 
tripoli buffing compounds from work 
before plating or other types of fin- 
ishing. It is safe to say that but few 
plants escape this difficulty, especially 
where the work in question has a deep 
design, indentations, filigree work 
such as encountered in the jewelry 
trade, parts with letters stamped or 
molded into the surface, or any work 
where sharp corners or raised portions 
drag on the buffing wheel, Removal 
of heavy deposits of buffing compound 
constitutes a major problem. 

Methods for removing these heavy 
deposits, especially after the work has 
been standing for some time and the 
buffing compound has “set up” on the 
work, are innumerable. Soaking tanks 
employing soap solutions, emulsion 
type cleaners, or two-phase mineral 
oil-alkaline mixtures have been used 
preceding the al- 
kaline’ cleaning. 
At times, these 
soak tanks are 
preceded by 
tanks containing 
mineral spirits 
and other types 
of petroleum sol- 
vents, Soak solu- 


Large aluminum tank 
used for sealing dyed 
aluminum coatings 
(Photo courtesy Heil 
Process Equipment 
Corp., Cleveland) 
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Vahl bagimened 


FINISHING SYSTEM 






Photo above shows 
the Maehler Finish- 
AEHLER installations, like the one ing Oven at the Chi- 


‘ao cago Heights plant of 
shown above, mean a better finish for your Lyon Metal Products, 


: Inc. Enamel-sprayed 
products, faster production and unsurpassed filing calinela ate 


operating economy. The recirculating air- baked in this oven 
: ee for 15 minutes at 
heat system employed in Maehler finishing “-". Yhe enleieete 


ovens together with the Maehler method of enter oven at the 
insulation construction means maximum — — 
temperature uniformity within the oven spray booth. 
with minimum heat loss. Whether you need 
an individual oven or a complete finishing 
system—for lacquer, japan, paint or enamel 
— it will pay you to get the advantage of 
Maehler’s 53 years’ experience in designing 
and building industrial ovens and furnaces. 
Call a Maehler engineer today. 


THE PAUL MAEHLER CO. 


2206 W. LAKE STREET © CHICAGO 22, ILL. 


Designers and builders of industrial 
ovens and furnaces for heat 
treating, finishing, core baking, etc. 
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tions are oftentimes followed by pres- 
sure spray washing machines, A num- 
ber of plants have employed at consid- 
erable time and expense means of 
hand brushing or pickling the buffing 
compound from grooves, holes, or in- 
dentations in the surface. 

Of interest to production men in 
the finishing department is the fact 
that buffing compounds have recently 
been developed which are completely 
water soluble and acid soluble, and 
which are reported not to “set up” 
when the buffed work stands in the 
plant for a number of days. These new 
type buffing compounds contain no 
grease, tallow, stearates, stearic acid, 
or paraffin wax. Various specialized 
materials which make up the binder 
are reported to give the compound the 
correct amount of tackiness for easy 
application to the buffing wheel. Also, 
it is reported that the compound ad- 
heres well to the buffing wheel with 
minimum pressure required in the 





Clean Spray Booths 





Spray BOOTHCOTE on clean booth. 
Paint peels off in sheets. 

NO SCRAPING—SAVE TIME and LABOR 
Trial offer 15 gals. $16.50 F.O.B. Buffalo 
Used 7 2000 leading manufacturers. 
MONEY BACK IF NOT PLEASED. 
Write for Circular. 

HYGRADE FOOD PRODUCTS CORP. 
HARRIS SOAP—BOOTHCOTE DIV. 








19 Stetson St., Buffalo 6, N. Y. 
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buffing operation, Because of the ease 
of removal without attack on base 
metal, the water soluble buffing com- 
pounds are said to be particularly use- 
ful in finishing operations involving 
zinc base die castings, aluminum, and 
brass. 

The surface sveed of buffing is, as 
most buffers know, very important. 
For zinc base die castings and alu- 
minum surfaces, speeds of 9,000 to 
9,500 f.p.m, are recommended by the 
Wyandotte Chemical Corporation, who 
have been active in the development 
of water soluble buffing compounds. 
This is the surface speed which is ob- 
tained with a 12-inch diameter buffing 
wheel rotating at 2,900 to 3,000 r.p.m. 
For cutting down zinc base die cast- 
ings and aluminum, the harder spiral 
sewed type buff has been found desir- 
able, In coloring, the loose or open 
buff is recommended, On brass parts, 
a smaller buff turning at lower speed 
provides the required finish; a surface 
speed of 5,000 to 6,400 f.p.m, is rec- 
ommended by Wyandotte. This is 
equivalent to an 8 to 10-inch diameter 
buffing wheel turning at 2,400 to 2,500 
revolutions per minute. 

For removing the soluble buffing 
compound from the work prior to the 
plating or finishing operation, the cy- 
cle can be varied to suit the type of 
work being processed, In a number of 
cases where the nature of the work 
consisted in the main of various 
smooth surfaces with no indentations 
or sharply raised areas, several plants 
report that clean water at a tempera- 
ture of 140 to 190 deg. F. will effec- 
tively remove the compound, However, 
in general, the use of hot water alone 
is not recommended, On zinc base die 
castings and aluminum it is recom- 
mended that two dips be employed, the 
first being a warm or hot water dip, 
and the second a 2 to 3 per cent by 
volume sulfuric acid solution at room 
temperature, The work is then rinsed 
and run through the regular electro- 
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BACKED BY 30 YEARS OF EXPERIENCE. 








greener and ability acquired in 
thousands of installations are at 
your service when selecting D. S. M. 
equipment. 

D. S. M. case histories have been 
derived from equipment furnished to 
plants throughout U.S.A. and to Dag- 
enham, England; Clichy, France; Bom- 
bay, India; Batavia, D. E. 1.; Sao Paula, 
S. A.; Turin, Haly; etc. D.S. M. equip- 
ment means rapid cross flow circu- 
lation for speedy and uniform drying 
or baking. This avoids case hardened 
products. 


It will be to your advantage to have 
our highly experienced engineers, 
personally inspect your system and 
work together with the various de- 
partments in your plant in need of 
special help. 


DETROIT SHEET METAL WORKS, 1270 OAKMAN 


DETROIT -6- 


April, 1947 








DETROIT SHEET METAL WORKS 


DETROIT, MICH. U.S.A. 





[DETROIT SHEET METAL WORK 


A 


PLANT ENGINEERING: Consulting assist- 
ance in plant layout to coordinate de- 
partmental operations, our experience 
dated from 1917 in this field. 

Such plant layout may be based on 
increasing production beyond present 
capacity, or it may be a rearrangement 
in this post war period when operations 
are conducted under a new set of con- 
ditions. 

MOTOR CLEANING EQUIPMENT: Wash- 
ing machines for cleaning tear-downs. 
Kerosene spray or similar solvent usually 
used as the cleaning medium. 

FORMED COWLINGS, PANELS, ETC.: 
To your specifications, and of light metal 
alloys as required. Weldments and 
brazed assemblies may be under controlled 
atmosphere. 

PILOT EQUIPMENT: Sample size equip- 
ment for development of heavy equipment. 
VERTICAL CORE BAKING OVENS e 
CONTINUOUS HORIZONTAL BAKING 
OVENS e BATCH TYPE CABINET 
OVENS e DRAWER OVENS 


BLVD., DETROIT 6, MICHIGAN 


MICHIGAN 
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cleaner and plating cycle, The time in 
the water is usually four minutes 
maximum with an average of about 
two minutes. The acid time will vary 
from a very quick dip to 30 seconds on 
zinc base die castings and aluminum. 

As a rule, further cleaning is re- 
quired, especially where the finish is 
electroplated since soils other than 
buffing compounds have to.be remov- 
ed. In the case of zinc base die cast- 
ings and brass parts, the preliminary 
water and weak acid dips are followed 


by the regular alkali cleaning cycle. 
* * * 


The Dichromate Treatment 
for Magnesium 


ETAL finishing engineers con- 

sidering a chemical treatment 
for magnesium should keep in mind 
the fact that the dichromate treat- 
ment provides good salt water resis- 
tance and maximum paint adhesion 
with practically no effect on the di- 





mensions of parts. The treatment is 
normally applied after machining 
and before painting the work. Brass, 
bronze, cadmium plate, and steel are 
unaffected by the treatment; thus, 
castings and other parts containing 
bearings, studs, and inserts of these 
metals may be treated. Aluminum, 
however, is rapidly attacked. 

The dichromate treatment consists 
essentially of two steps, usually ap- 
plied immediately after alkaline clean- 
ing of workpieces, 

Step 1. Magnesium parts are im- 
mersed for 5 minutes in an aqueous 
solution containing 15 to 20 per cent 
by weight of hydrofluoric acid (HF) at 
room temperature (70-90 deg. F.), A 
satisfactory bath can be prepared by 
diluting one volume of technical grade 
48-52 per cent HF with two volumes 
of water, An alternative procedure 
suitable for wrought products only 
consists of an immersion for 15 min- 
utes in an aqueous solution containing 








Tuvestigate NUKEM 


PICKLING TANKS 
FOR CLEANING 


NUKEM construction for pickling tanks is your 
guarantee of long, satisfactory service. They 
are immune to all commercial acids, alkalies 
and wear. They are leak proof and their 
sturdy construction enables them to withstand 
the severe service to which cleaning tanks 
are frequently subjected. 

Your first cost is your last cost with a 
NUKEM tank. Many NUKEM tanks are still 
in first-class operating condition after more 
than 20 years service with little or no main- 
tenance cost. NUKEM material and construc- 
tion specifications for pickling tanks are sup- 
ported by many years of successful experience 
in this field. 






A NUKEM engineer will be glad to review 
your problem, submitting recommendations 
and references without obligations. Descrip- 
tive literature on NUKEM tanks is available 


on request. 


NUKE, uot CORPORATION 


<> .121 Colgate Ave., Buffalo 20, N.Y. 
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ROBINSON’S 




















24K GOLD CONCENTRATE 


Liquid concentrate containing gold with conducting salts used for 
flashing or coloring articles with a 24K finish. 






SPX N OLD UNDERCOAT 


ntrate containing gold with other metals and suitable 
s. Deposits are somewhat harder than fine gold and 
ercoat on brass, copper, silver, and soft soldered 
al finish. 









GOLD 

e containing gold with other metals and suitable 
Deposits provide attractive, uniform pink color 
of operating conditions. 


LD CYANIDE SALTS 
and 67.5% Troy or Avoir. 


e salts are made from the 
overnment Treasury gold. 























ality chemi- 









OTHER PRODUCTS 

In addition to the products mentioned here. 
complete line of gold concentrates that will 
to meet individuals needs. 


makes a 
us colors 








ROBINSON'S solutions and salts are bottl sizes and 


weights to meet individual needs. 





The certified gold content of all Robinson's 
products is plainly marked on every label. 





A. ROBINSON & SON 
131 Canal Street 
New York 2, N. Y. 


Please send information on 
ROBINSON’S ASSAYED 
Gold Plating Solution ( ) 
Potassium Gold Cyanide ( ) 














Rhodium ( ) 
I eee ae ee 
Street 

City. State. 
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5 per cent sodium, potassium, or am- 
monium acid fluoride at room temper- 
ature (70-90 deg. F.). The acid fluoride 
alternative treatment will not attack 
aluminum inserts, rivets, and so on, 
and is economical to use; however, it 
should not be used on castings of any 
type as inferior protective results will 
occur, Both treatments are followed 
by a cold. water rinse. 

Step 2. Magnesium parts from Step 
1 treatment are boiled for at least 45 
minutes in a water solution containing 
10 to 15 per cent by weight of sodium 
dichromate (Na,Cr,O0,.2H,O). This so- 
lution is prepared by dissolving tech- 
nical grade sodium dichromate in 
water in the ratio of 1.0 lb. per gallon. 
The original solution level is main- 
tained during operation by addition of 
water to replace that lost by evapo- 
ration. Following treatment, the parts 
are rinsed thoroughly in cold running 
water followed by a dip in hot water 
to facilitate drying. The presence of 


fluoride (provided by the film produced 
in Step 1) in the dichromate bath is 
essential for proper operation. In some 
cases, it may be advantageous to add 
% oz. per gallon of calcium or mag- 
nesium fluoride to the bath from time 
to time or to suspend a bag of calcium 
or magnesium fluoride in the bath, If 
such is done, the treatment time usual- 
ly can be reduced from 45 minutes to 
30 minutes, 

Properly applied coatings from the 
dichromate treatment will vary from 
dark black to black. Time of treat- 
ment, condition of bath, and alloy 
composition will influence color of 
coating, Lead tanks may be used for 
containing the hydrofluoric acid bath. 
The dichromate solution can be used in 
iron, aluminum, or almost any of the 
commonly used tank materials, The 
dichromate treatment process is best 
controlled by frequent chemical analy- 
sis for hydrofluoric acid and sodium 
dichromate. 





5736 TWELFTH STREET 
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Polishing Wheel Cemeut 


We Do Not Send Samples 
Better Still, We Bring Them To You 
Your Job Is Set Up To Your Entire Satisfaction 
You Cannot Beat This Offer or The Results Obtained 


Write Us Today 
INDUSTRIAL LUBRICANTS COMPANY 


DETROIT 8, MICHIGAN 
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M&W Announces Increased 


Advertising Program 


Plans for an increased advertising pro- 
gram in 1947 were announced recently by 
B. F. Ames, advertising manager of the 
Maas & Waldstein Co., Newark, N. J. An 
increased list of trade and industrial pub- 





B. F. Ames 


lications will be used to promote the com- 
plete line of industrial finishes offered by 
M & W, which include lacquers, enamels, 
synthetics, and specialized production 
finishes. 

In addition, newspaper promotion to 
augment sales through the company’s re- 
cently acquired Los Angeles retail store 
for consumer paints, varnishes, and 
enamels is planned. This store is a part 
of the Smith-Davis Paint Company pur- 
chased by Maas & Waldstein last fall. 





Inco Development and Research 


Division Promotions 


Dr. William A. Mudge has been ap- 
pointed director of the Technical Service 
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Section of the Development and Research i 


Division of The International Nickel 
Company, Inc., and William F. Burch- 
field, assistant director. Formerly as- 
sistant director, Dr. Mudge succeeds O. 
B. J. Fraser, who recently was made as- 
sistant manager of the Development and 
Research Division. 

Donald J. Reese, while continuing to 
head the Iron and Non-Ferrous Casting 
Section of the Division, will also be in 
charge of its field sections. The latter 
position was formerly under the direction 
of H. J. French, who was recently ap- 
pointed assistant vice president of Inter- 
national Nickel. 

Announcement is also made that the 
various units of the Division’s Steel Sec- 
tion are now headed by the following: 
J. W. Sands, engineering steels; Dr. V. 
N. Krivobok, stainless steels; and T. N. 
Armstrong, Jr., railway and cast steels. 





Annual Meeting of A.E.S. 
Milwaukee Branch 


The annual meeting of the Milwaukee 
Branch of the American Electroplaters’ 
Society will be held on April 26, 1947 at 
the Schroeder Hotel in Milwaukee. Three 
outstanding men in the electroplating 
field will present papers at the educa- 
tional session in the afternoon. 

The speakers are: Frank K. Savage, 
Kuehne Manufacturing Co., president of 
the American Electroplaters’ Society, 
whose talk will be ‘‘Wage Incentives in 
the Plating Room’’; Walter L. Pinner, 
Houdaille-Hershey Corp., immediate past 
president of the American Electroplaters’ 
Society, who will speak on ‘“‘Bright Acid 
Copper Plating’’; and Myron B. Diggin, 
technical director, Hanson-Van Winkle- 
Munning Co., who will talk on the “PR 
Plating Process.”’ 

The educational session will start at 2 
p. m. and will be followed at 7 p. m. 
by the annual banquet. 
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We are » Pathfinders 


| for Electro-plating | 
ITH PRECIOUS METALS 


We have heen leaders in aiasuck and devel- 
opment in the plating field for many years, 
particularly in the realm of the precious 
metals. Our contributions to the advance- 
_ment of this art have been notable—the de- ~ 
velopment of the process for plating with © 
rhodium is one outstanding instance. iq 


re a 


lectro-plating with platinum, rhodium and 
gold for special applications, notably in elec- 
i valea, radio, radar, telephone and other | 
means. of communication, often. require re-' | 
search and experiment. Here is where our 
long experience and familiarity with the pe- 
culiarities of the precious metals will be of 
great value to you. 


; 
i 
| 
H 
4 
i 
f 


Among our proeiius 1 metal products for the 
plater are: : 


Rhodium Plating Solution _Potassium-Gold Cyanide 
_ Platinum Plating Solution 41% and 67% 
' Aurosal—Gold Oxide Sodium-Gold Cyanide 
Silver Cyanide oh 46% and 714% 





BAKER & CO... INC. 
113 Astor St., Newark 5, N. J. 
NEW YORK 7 SAN FRANCISCO 2 CHICAGO 2 
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Heads Phenoglaze Sales 


Harley Williams is the newly appointed 
sales manager of the Phenoglaze Sales 
Corporation, New York, which concern 
has been organized for the sale of Phe- 
noglaze, an acid and alkali-resistant 
phenol-formaldahyde protective coating 
manufactured in England for use on all 
type of metal and wood products. 


Before joining Phenoglaze, Mr. Wil- 





Harley Williams 


liams was president of the Williams 
Marine Contracting Company, Inc., 
which has been in business in Erie Basin, 
Brooklyn, since 1840. 





Made Assistant to President 


The Sun Chemical Corporation has an- 
nounced the appointment of John F.. De- 
vine as assistant to the president, Albin 
K. Schoepf. Prior to his appointment, Mr. 
Devine was president of the corporation’s 
General Printing Ink Division. He is 
widely known in the graphic arts field 
and especially in the ink industry, with 
which he has been associated for the 
past 33 years. 

For many years, Mr. Devine was with 
the Fuchs & Lang Division, serving in 
manufacturing and selling capacities be- 
fore becoming general manager. He be- 
came operating vice president of the Gen- 
eral Printing Ink Corporation in 1942. 
After the General Printing Ink Corpora- 
tion acquired the A. C. Horn Company 
and Warwick Chemical Company in 1945, 
the name Sun Chemical Corporation was 
adopted and Mr. Devine became presi- 
dent of General Printing Ink Division. 
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New Job Plating Company 


Formed 


Formation of the G. & W. Plating Com- 
pany at 1357 Seneca Ave., Bronx 59, N, 
Y., is announced by Norman I. Ginsberg 
and John O. Walsh. A new plant has been 
constructed and equipped for job plating 
and producing enamel and lacquer baked 
finishes on metal products. 





Weller to Head Market Research 


Effective March 1, Paul L. Weller has 
become assistant director of the Market 
Research Department of the Wyandotte 
Chemicals Corporation. Melvin E. Clark, 
formerly in charge, becomes a manager 
in the sales department of the Michigan 
Alkali Division, 

Mr. Weller has been an analyst in the 
Market Research Department of Wyan- 
dotte Chemicals since 1945. Before join- 
ing Wyandotte, he did engineering work 
for the Goodyear Tire and Rubber Com- 
pany. During the war, he assisted in per- 
fecting the engine mounts for the B-29 
and the B-17. He has completed gradu- 
ate work at Ohio State University and 





Paul L. Weller 


has compiled market research figures for 
other national organizations. 

During the past year, Mr. Weller has 
been active in making field surveys of 
the industries served by the J. B. Ford 
Division of Wyandotte Chemicals. He 
will continue his activities along this line 
in addition to assuming further respon- 
sibilities in enlarging the scope of the 
Market Research Department. 
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LONG LIVED PROTECTION 
ING RACKS 





The turtle’s tough but flexible armor explains its long life. 


The tough but flexible shell of BUNATOL 785 insulation 
also assures long life to decorative plating racks in spite of 
hot alkali cleaners, strong acid and alkali solutions and 
careless handling. 


In decorative plating — Chrome, Copper and Nickel — 
BUNATOL, because of its long life and ease of application 
and patching, cuts labor costs and assures maximum pro- 
duction with a minimum of rejects and current losses. 





This all adds up to lower plating costs and longer rack life. 
Let us furnish you a generous sample for trial in your own 
plating department. 


NELSON J. QUINN COMPANY, TOLEDO 7, OHIO 


BUNATOL 785 
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Pittsburgh Plate Appointments 


Dr. George M. Buffett has been ap- 
pointed technical director of the Pitts- 
burgh Plate Glass Company’s new paint 
plant at Springdale, Pa., according to an 
announcement by E. D. Griffin, vice 
president of the firm’s paint division. 
Wallace E. Shepard, Jr. has been ap- 
pointed as industrial sales manager. 

Dr. Buffett has been associated with 
the firm’s paint division at its Milwaukee 
Wis., plant during the past 19 years. Be- 
ginning as a chemist in the Wisconsin 
plant’s technical department, during re- 
cent years he has specialized in the de- 
velopment of automotive and aircraft 
finishes. A graduate of the University of 
Nebraska, Dr. Buffett earned his Master 
of Science degree from the same Univer- 
sity in 1924. He attained his doctor’s de- 
gree three years later at the University 
of Wisconsin. He is a past chairman of 
the American Chemical Company, Mil- 
waukee Section. 

Mr. Shepard has been associated with 
Pittsburgh Plate since 1931. His first po- 
sition was in sales promotion in the Penn- 
vernon Window Glass department. Dur- 
ing the past 15 years, he has been an in- 
dustrial paint sales representative for the 
paint division. Mr. Shepard, a graduate 
of Cornell University, will have his head- 
quarters at the new Springdale plant. 





Industrial Finishing Exposition 


From June 23 to 27 the great industrial 
center of Detroit will be host to the 
American Electroplaters’ Society’s An- 
nual Convention, the frincipal feature of 
which will be the mammoth Industrial 
Finishing Exposition. This exposition— 
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Left) Dr. George M. Buffett (Ri 
— Wallace Es Shopend, A ot) 


the first the society has held in 
ten years—will provide the first 
postwar opportunity for its 
members, plant executives, en- 
gineers, and technicians to see 
the great forward strides which 
the $300,000,000 metal finishing 
industry has made during the 
past few years. 

Convention Hall, where the 
exposition will be held, covers 
a full city block, with en- 
trances on both the Woodward 
and Cass Avenue sides, and is easily ac- 
cessible from the downtown hotels, A 
large portion of the exposition space has 
been reserved by manufacturers and sup- 
pliers to the metal finishing industry. 
Many of those exhibits will be in opera- 
tion. A representative group of manufac- 
turers of plated articles has reserved 
space and will display a wide range of 
finished products so as to create interest 
in plated finishes. 

The American Electroplaters’ Society, 
whose headquarters will be in the Hotel 
Statler, will hold five technical sessions 
covering a wide range of subjects of great 
interest to electrochemists and process 
engineers, The subjects to be covered in 
those sessions will embrace many ad- 
vancements made in the electroplating 
field as a direct result of developments 
brought about through experience ob- 
tained in war production activities. 

Hotel reservations for the duration of 
the convention may be made by applying 
to Mr. Jesse E. Bunch, Chairman of the 
Housing Committee for the Exposition, 
at Exposition Headquarters, 4484 Cass 
Ave., Detroit 1, Mich. Standard reserva- 
tion forms will be provided by the com- 
mittee or by any A.E.S. branch. 





Named Vice Presidents of 
International Nickel 


Robert C. Stanley, president, announces 
the election of H. J. Fraser and H. J. 
French as additional vice presidents of 
The International Company, Inc, Mr. 
Fraser has been assistant vice president 
since June 1943, and both he and Mr. 
French are assistant vice presidents of 
The International Nickel Company of 
Canada, Ltd., the parent company. 
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Complete 
Finishing 
Systems 


Planned and 
Operated as a 


SINGLE UNIT 
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PETERS-DALTON, INC. 
17908 Ryan Road, Detroit 12, Mich. 
GENTLEMEN: 

[] Please have a representative call 

[_] Please send your latest literature 
We are interested in: 

[_] A complete finishing system 

{_] Metal parts washers 

(_] Paint spray booths 

L] Drying and baking ovens 


Signed Company. 








Address. 
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Is your product finishing a major produc- 
tion operation? 

*@ 
Do you buy the component pieces of 
finishing-room equipment from several 
suppliers? 

2 
We wish you to consider our many years 
of experience as designers of Complete- 
ly Integrated systems and manvufac- 


turers of WASHERS 
SPRAY BOOTHS—OVENS 
—az 





DALTON: 


7908 RYAN ROAD 
E 


1 
DETROIT 12, MICHIGAN 











Missack Marks 50th Year with 
Keystone Varnish 


Charles J. Missack, industrial sales 
manager of the Keystone Varnish Co., 
Brooklyn, N. Y., has been presented with 
a cash award by D. C. Arnold, president 
of Keystone, as a mark of the company’s 
appreciation of his 50 consecutive years 
of faithful service. 

Mr. Missack began his career with 
Keystone in 1897 as a bookkeeper, how- 





Charles J. Missack 


ever, after 5 years, was transferred to 
the sales department where he has been 
ever since. During the past 45 years, he 
has specialized in the sale of industrial 
paints, varnishes, and enamels to the 
furniture, hospital equipment, and allied 
trades. Because of his many years of ex- 
perience, Mr. Missack is recognized as 
an authority on industrial finishing. 





Du Pont Appoints Priday 


Manager 


The Du Pont Company announces the 
appointment of L. H. Priday as man- 
ager of the Parlin, N. J., plant of the 
Finishes Division. Formerly assistant 
manager, Mr. Priday succeeds R. A. 
Macfarlan who died recently. 

In other personnel changes, H. L. 
Priddy, assistant manager of the Chicago 
Finishes plant, was named assistant 
manager of the Parlin plant, and Norman 
I. Dress, supervisor of paint production 
at the Philadelphia plant, became assist- 
ant manager of the Chicago plant. 
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Additions to Standard Varnish 
Board of Directors 


At the annual meeting of the holders of 
common stock of Standard Varnish 
Works, J. P. Jordan, A. J. Kestly, H. H. 
Rittenhouse, Jr., and C. F. Lesch were 
added to the board of directors of the 
company. These men have been connect- 
ed with the company for many years. 
Messrs. Jordans’ and Kestly’s headquar- 
ters are in Chicago and Messrs. Lesch’s 
and Rittenhouse’s in New York. 

The following were re-elected to suc- 
ceed themselves: A. E. Campbell-Harris, 
M. H. Corbin, E. E. Day, W. B. Day, A, 
D. Robson, J. H. Wood, and J. S. Wolf. 





Arco Appoints Finishes 


Sales Manager 


The appointment of John W. French 
as sales manager of the Production Fin- 
ishes Department of The Arco Company, 
Cleveland, has been announced by How- 
ard E. Wise, president. Mr. F'rench join- 
ed the Arco organization in 1940 after 
several years in the real estate business, 

A graduate of New York University 
in business administration, Mr. French 
served as a combat medical officer with 
the 90th Infantry Division in France. He 
has served as assistant sales manager 
since his return in February 1946, after 
3% years of military service. 





Smith Honored at Devoe Dinner 


Executives, department heads, and 
salesmen of the Devoe & Raynolds Com- 
pany paid tribute to Renshaw Smith, Jr., 
secretary and general trade sales mana- 
ger of Devoe & Raynolds, on the occas- 
ion of his 25th anniversary with the com- 
pany. Mr. Smith, who joined Devoe in 
February 1922 as a New York Branch 
trade salesman, is well known in the 
paint industry, having served as presi- 
dent of the New England Paint, Varnish 
and Lacquer Association in 1935, and as 
vice president of the Paint and Oil Club 
during the 1932-33 term. 

In addition, he served on the member- 
ship committee of the National Paint, 
Varnish and Lacquer Association during 
1934-35, and was president of the Greater 
New York Paint, Varnish and Lacquer 
Association in 1945. 
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of KALAMAZOO 


BACKSTANDS 


For converting standard Polishing Lathes into 
high production abrasive belt grinder polish- 
er units. Lifetime machine tool construction. 


HAMMOND 
“VRO"” Variable 
Speed (1500 
to 3000 RPM) 
Polishing and 
Buffing Lathe 
with two No. 3 
Backstands. 


MODEL No. 3 SHOWN 
Write for new catalog No. 55 covering Backstands, 
Polishing Lathes and many types of Finishing Machines 
including Automatics. 





1622 DOUGLAS AVENUE a KALAMAZOO 54, MICHIGAN 
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Michigan Chrome Appoints Russ 


George H. Russ has been appointed 
sales manager for the Chemical Division 
of Michigan Chrome and Chemical Co., 
6340 E. Jefferson Ave., Detroit 7, Mich. 
Prior to this appointment, Mr. Russ was 
sales manager of the Plating Division. 

In cooperation with O. H. Leidy, presi- 
dent, distributorships covering the United 
States and Canada and abroad have been 
established, together with field represen- 
tatives serving as assistants to Mr. Russ. 
Mr. Russ has been particularly active in 





George H. Russ 


instructing the plating industry in the 
proper application and use of the newer 
Miccro thermoplastic coatings introduced 
by the company. He is attending the En- 
gineering School of Michigan State Col- 
lege and was formerly employed by the 
Detroit-Edison Company. 





R. S. Benjamin Joins Calhoun 


Roy S. Benjamin has joined the staff 
of the J. V. Calhoun Co., Bala-Cynwyd, 
Pa., representative for the Harper J. 
Ransburg Company and The Fostoria 
Pressed Steel Corporation. Prior to join- 
ing Calhoun, Mr. Benjamin spent 12 years 
with the Finishes Division of the Inter- 
chemical Corporation. In the early part 
of his association with this firm, he was 
engaged in products engineering and de- 
velopment work and in recent years was 
in the sales department, first at Cincin- 
nati and later at Philadelphia. Mr. Ben- 
jamin will devote his time at Calhoun to 
the application of electrostatic coating, 
detearing and infra-red equipment. 
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Pennsalt Easton Plant 


Superintendent 


Ritner W. Tomlinson has been ap- 
pointed superintendent of the Easton, 
Pa., plant of the Pennsylvania Salt Man- 
ufacturing Company. Mr. Tomlinson pre- 
viously was plant superintendent of the 
Pennsalt plant at Cornwells Heights, Pa,, 
and the Greenwich plant in Philadelphia, 
He is a graduate of Lafayette College, 
with a degree of Bachelor of Science in 
administrative engineering. 

A native of Elizabeth, New Jersey, Mr. 
Tomlinson joined Pennsalt in 1926. 





A.E.S. New York Branch 
Meeting 


The New York Branch of the American 
Electroplaters’ Society announces a ban- 
quet to be held Saturday night, April 19, 
at 7:30 p. m. on the roof garden of the 
Hotel Pennsylvania. In the afternoon 
(2:30 p. m.) an educational session will 
be held in the Salle Moderne of the hotel. 

Speakers at the educational session will 
be Harold Narcus, Electrochemical In- 
dustries, Worcester, Mass., who will talk 
on ‘Metallizing Plastics’’; Walter Prine, 
The International Nickel Co., Inc., New 
York, N. Y., who will discuss ‘‘Plating on 
Die Castings’’; and Harold Bandes, Syl- 
vannia Electric Corp., New York, N. Y., 
who will speak on the ‘‘Significance of 
Polarization in Electroplating.”’ 





Sales Facilities Expanded 


The national sales facilities of the 
Despatch Oven Co., Minneapolis, have 
been expanded by the appointment of 
six new territorial representatives, ac- 
cording to a recent announcement. John 
Wright of Air Comfort Associates, Inc., 
412-414 Stanley Ave., Evansville, Ind., 
and George W. McDaniel, 325 Bankers 
Trust Bldg., Minneapolis, will handle 
sales in their respective areas. 

Frederic and Baker, 826 Ardis Bldg., 
Shreveport, La., will have the Louisiana- 
Arkansas region; William T. Day of the 
Day Engineering Co., 300 Essex Ave., 
Narberth, Pa., the Pennsylvania-Dela- 
ware region; and DeWitt Gunsolus, 267 
East Paces Ferry Rd., N. E., Atlanta, 
the territory including Georgia, South 
Carolina, and Florida. Northern Cali- 
fornia has been assigned to 'W. C. Mathe- 
son, 151 San Bruno Ave., San Francisco. 
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“You can be confident of 
the best in plating” 


and you'll keep 
costs to a minimum 
when you use 
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Gi equipmen 


Modernize your plating shop with MGC equip- 
ment. Whether your plating requirements be large 
or small, you'll find advantages in MGC design 
and construction that will open your eyes to new 
speed, new quality, and new profits. Noted for 
exceptionally good commutation, voltage regulation, 
economical operation, and dependable perform- 
ance. Single unit construction with ball bearings 
and special windings assure you of years and 
years of efficient, trouble-free service with highest 
quality results. MGC Buffers and Grinders, too, are 
specially designed for service in the plating shop 
-but are adaptable to other finishing operations. 
Rugged, dependable, powerful. Mail the coupon. 
MOTOR GENERATOR CORPORATION, BOX PF-47 
TROY, OHIO Division of Hobart Brothers 
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Lewis Joins U. S. Stoneware 


Process Equipment Division 


Sidney A. Lewis, former captain in the 
U. S. Army Chemical Warfare Service, 
has joined the U. S. Stoneware Com- 
pany’s Process Equipment Division’s 
sales engineer force, according to an an- 
nouncement by Howard Farkas, Stone- 





Sidney A. Lewis 


ware’s executive vice president and gen- 
eral sales manager. Mr. Lewis, an au- 
thority on the electroplating of plastics, 
will make his headquarters at the New 
York office of U. S. Stoneware, 60 East 
42nd Street. 

Mr. Lewis is a member of The Ameri- 
can Chemical Society, The Electrochem- 
ical Society, and the American Electro- 
platers’ Society, and holds the rank of 
major in the U. S. Army Reserve. 





John H. Schneider Joins 


Pennsalt Sales Force 


John H. Schneider, former major in the 
United States Army Air Force, has 
joined the sales service staff of the Spe- 
cial Chemicals Division of the Pennsyl- 
vania Salt Manufacturing Company. Mr. 
Schneider, a graduate of the University 
of Minnesota in aeronautical engineer- 
ing, served as a maintenance and repair 
officer in the 8th Air Force in the Euro- 
pean Theater and later was assigned to 
an American Army team to investigate 
Axis aircraft developments in Germany. 
Before his release from service, he spent 
a year working on the development of 
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new jet aircraft in the Engineering Di. 
vision of the Air Material Command, 
Wright Field, Dayton, Ohio. 





Glyco Leases Government Plant 


The Marshall Chemical Warfare Sery- 
ice plant at Natrium, W. Va., used dur- 
ing the war for the large scale production 
of chlorinated aliphatic solvents and hex- 
achlorethane, has been leased from the 
United States Government by the Glyco 
Products Co., Inc., Brooklyn, N. Y., for 
use in the manufacture of monochlorben- 
zene, ortho and _ paradichlorbenzenes, 
polyhydric alcohol esters, and special or- 
ganic chemicals. 

The plant consists of 14 buildings and 
covers an area of 84 acres adjacent to the 
Ohio River. The main plant of Glyco in 
Brooklyn will operate as usual. 





Gibson Given New Post at Kelite 


L. C. Sorensen, president of Kelite 
Products, Inc., announces the appoint- 
ment of A. T. Gibson to the new office of 





A. T. Gibson 


assistant to the president. A graduate of 
the University of California at Los An- 
geles, where he majored in economics, 
business administration, and engineer- 
ing, Mr. Gibson is presently supervising 
the development of the Kelite manufac- 
turing plant in Los Angeles, which, when 
completed later in the year, will be one 
of the largest and most modern plants 
in the country producing cleaning and 
processing materials and equipment. 
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TOP DUST 


With Low Cost Individual 


DUSTKOPS 


All types of dusts are stopped by Dustkops: d 

Dusts from Grinders, Polishers, Buffers, 

Sanders (belt and disc), Abrasive Cut-offs; 

Woodworking Equipment; Fumes from De- 

greasers; Vapor from Screw Machines and 

Thread Grinders all can be stopped with 
least cost by DUSTKOPS. 


























Send for16-page catalog 
and recommendations for 


your dust problem. 





» AGET-DETROIT COMPANY 
i 211 Main at Washington 


ANN ARBOR, MICHIGAN 
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Interchemical Elects 


J. R. Esposito has been elected a vice 
president of the Interchemical Corpora- 
tion. J. G. Morris, formerly executive 
vice president of the Finishes Division of 
Interchemical, succeeds Mr. Esposito as 
president of that division. 

Mr. Esposito began his career as a 
salesman in the New York office of The 
Ault & Wiborg Corporation where he 
quickly rose to manager of the Varnish 
Department. In 1929 the corporation be- 
came a subsidiary of Interchemical and 


(Left) J. R. Esposito (Right) J. G. Morris 


later was consolidated with the Murphy 
Varnish Company and Scriver and Quinn 
of California to form the Interchemical 
Finishes Division. Mr. Esposito has been 
president of this division and the former 
Ault.& Wiborg Corp. since January 1931. 
Mr. Morris started with The Ault & 
Wiborg Corporation in March 1931. Be- 
fore coming East in. September 1944, he 
was vice president and general manager 
and made his headquarters at the main 
plant in Cincinanti. He will now assume 
active direction of the greatly expanded 
Interchemical Finishes Division. 





Appointed Industrial Solvents 


Distributor 


The American Chemsol Corp., Cora- 
opolis, Pa., has been appointed exclusive 
tri-state distributor of its complete line 
of industrial solvents by the Shell Oil 
Company, Inc. The corporation provides 
a complete technical service to the solv- 
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ent user and has large bulk plant facili. 
ties for meeting solvent requirements jp 
the metal and paint industries. 













Iridite Distributors Appointed 


Rheem Research Products, Inc., Balti- 
more, has announced a new distributor. 
sales plan for its product, Iridite, a cor. 
rosion-resistant finish for zinc and cad- 
mium surfaces. Under this plan, Rheem 
Research has appointed distributors ip 
all of the nation’s industrial areas. Each 
distributor is equipped to handle new 
sales and render technical service to cus- 
tomers in its territory. 


















Vice President in Charge of Sales 


C. W. Haynes Laboratories, Ince., 
Springfield, Mass., announces the ap- 
pointment of Sidney Helliwell as vice 
president in charge of sales. Mr. Heélliwell 
has had extensive experience in the fin- 
ishing field and has been with the com- 
pany since 1936 as a field representative 
in the state of Connecticut. 

Mr. Helliwell served in the Navy in 
World War II and held the rank of lieu- 
tenant commander upon his discharge. 




























Sound Film on Rust 


The Rust-Oleum Corp., 2425 Oakton 
St., Evanston, Ill., has issued a sound 
film entitled ‘‘The Battle Against Rust,” 
intended for use at sales meetings with 
distributor organizations, conventions, 
and open-house gatherings. 

The film, which has a running time of 
12 minutes, opens with statements and 
illustrations regarding cost and damage 
caused by rust, following which is an 
animated explanation of the properties 
and application of Rust-Oleum rust pre- 
ventive products. The film also takes the 
audience on a tour through the Rust- 
Oleum plant, showing the various steps 
in the manufacture of the company’s rust 
preventive products. 

The concluding section of the film in- 
cludes cinematic suggestions on the var- 
ious uses of Rust-Oleum, these being the 
protection of fireplugs,, fences, trucks 
and trailers, large bridges, railroad 
equipment, and so on. Full information 
on the film and booking schedules can be 
obtained by writing to Rust-Oleum at the 
address given above. 
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Optimus Screw-Drum Washer 
and Dryer 


A screw-drum type machine which can 
ebe used for washing and drying metal 
parts, rinsing and drying them, or any 
part of these operations has been an- 
nounced by the Optimus Equipment Co., 
335 Church St., Matawan, N. J. The ma- 
chine can also be adapted for wash-drain, 
rinse-drain, cold or hot air dry sequence, 
or for pickling operations. It is particu- 
larly designed to handle difficult rinsing 
and drying jobs involving screw machine 
or small stamped parts. 

The dryer end of the machine is com- 
pletely closed to avoid air loss. The air 
stream passes through a heater and 
blower which provides for either a hot 
or cold air blast system. All parts of the 
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machine are readily accessible for lubri- 
cation, maintenance, or alterations. Cen- 
tralized lubrication may be provided. 





**Zincilate’’ Anti-Corrosive 
Coating 


“Zincilate,’’ an anti-corrosive coating 
which is said to afford 20 years of pro- 
tection to ferrous metals against all com- 
mon corrosive forces, is announced by 
Industrial Metal Protectives, Inc., 137 N. 
Perry St., Dayton 2, Ohio. The material, 
it is claimed, can be successfully used on 
pipelines, on the interiors and exteriors 
of water and gasoline tanks and bridges, 
on machine parts, and on marine installa- 
tions where it affords not only anti-cor- 
rosive but also anti-foul- 
ing service. 

A “one coat’’ protec- 
tive coating, Zincilate is 
said to possess unusual 
abrasion resistance and 
to be unaffected after 
1,000 hours of exposure 
in standard salt fog cor- 
rosion equipment. Even 
when sizable areas of the 
coating are destroyed by 
unusual scraping or 
wear, lasting protection 
is claimed to be assured 
through cathodic sacri- 
fice of the film. 


Optimus Screw-Drum 
Washer and Dryer 


April, 1947 




























Type T-3 

3-Wheel Automatic 
Polishing Machine 

Type T-1 

Single. Wheel Automatic 









* INCREASED PRODUCTION 
* BETTER FINISH 
* LOWER COST 










ACME Jabe anit Pipe Polish 


Increased production, uniform quality and lowered unit costs follow the 

installation of an Acme Automatic Tube Polishing Machine. With the Acme 
T-3, you can do a three wheel polishing operation in one pass. Where only 

| one polishing operation, or varying short runs are required, the Acme T-1 is 
the machine for the job. 
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Adjustable feed speeds from 0 to better than 20 feet per minute and com- 

pensating adjustments for tube size and wheel wear meet every production 
and finish requirement. Speed of feed adjustment can be made while tubing 
is being fed through the machine. 


Write Acme for recommendations on your specific job—no obligation. 


Ac ME Manufacturing Lo. 


] kdbar® HOWARD ST. DETROIT 16, MICH. 





AUTOMATIC 
BUFFING 


\. MACHINES 7 AA OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR OVER 30 YEARS 
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Cincinnati Strip Washer and Dry 
Type Spray Booth 


. The accompanying illustration shows 
a strip washer for cleaning metal strips 


Quality Chemicals 
for over SO years 


REG. U. & PAT. OFF. 


CHEMICALS 


COPPER SULPHATE 


NICKEL SULPHATE 
COPPER OXIDE 
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Cincinnati Strip 
Washer and Dry Type 
Spray Booth 


which has been de- 
veloped by the Cin- 
cinnati Cleaning & 
Finishing Machin- 
ery Co., Ironton, 
Ohio. At the right 
of the washer is a 
dry type spray 
booth for use in 
lacquer spraying 
the cleaned metal 
strips. Both units 
are located in ap- 
proximately the 
same position as 
they would be 
when installed and 
in actual opera- 
tion in a plant. 
According to the manufacturer, the 
equipment is designed to simplify and 
speed up the cleaning and finishing of 
products, with little manual labor requir- 
ed for efficient, economical operation. 
Other types of washers, including belt 
conveyor, monorail conveyor, special con- 
veyor, and drum type of custom-built 
and standard designs, are also available. 





M&W “Britelume”’ Enamels 


A line of enamels that are said to bake 
or air dry to a finish closely resembling 
brilliant aluminum has been developed 
by the Mass & Waldstein Co., Newark 
4, N. J. Known as “Britelume,’’ the 
enamels can be used on most metals to 
produce a finish that is not only attrac- 
tive to the eye but also unusually resist- 
ant to heat and chemicals. 





Ferro U-Type Muffle Furnace 


A U-type furnace with center wall 
muffle for use in porcelain enamel oper- 
ations is announced by the Ferro Enamel 
Corp., 4150 E. 56th St., Cleveland 5, Ohio. 
According to the manufacturer, the fur- 
nace contains over 40 per cent more 
muffle radiation area than previous fur- 
naces produced by the company, thus 
affording unusual heating’ efficiency 
(through increased utilization of combus- 
tion), low operating expense, and long 
refractory life, 
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This revolutionary, all-hydraulic mirror finishing and glaz- 
ing machine will help you to increase producton, cut costs, . 
and slash maintenance charges. Available in two sizes, — 
one to polish knife blade up to 8” long . . . the other for . 
blades up to 14”. : 


Engineered and built by the largest manufacturer of cutlery 
mirror finishing and glazing machines. 


LET US GIVE YOU COMPLETE INFORMATION! 


PORTER-McLEOD MACHINE TOOL CO., INC. 


HATFIELD, MASSACHUSETTS, U. S. A. 
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Wagner-Tiedeman Rectifier 


Wagner-Tiedeman Rectifier 


Claimed to provide a reliable and eco- 
nomical source of d.c. power, an electro- 


Klarifiant 


KEEPS WATER CURTAIN 


SPRAY BOOTHS 


OPERATING AT 


PEAK EFFICIENCY 
PREVENTS 
CLOGGED NOZZLES & LINES 
WATER BREAKS 
SLUDGE IN RESERVOIR 
LOSS OF PRESSURE 


FOR DETAILS WRITE 


ale hy Bois Company 


OHIO 
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plating rectifier is now being marketed 
under the trade name of Wagner-Tiede- 
man by Wagner Bros., Inc., Dept. ‘‘K”, 
432 Midland Ave., Detroit 3, Mich. The 
design includes metallic selenium-on- 
aluminum cells which are said to handle 
momentary overloads of as much as 1,000 
per cent of normal capacity. Aluminum 
back plates provide, for maximum cool- 
ing, and low velocity air circulation is 
afforded by three 10-watt fans with an 
amperage of 1.5. 

Offering an effective rectifying area of 
over 4,300 square inches, the Wagner- 
Tiedeman Rectifier incorporates a double 
duty transformer of the two-winding 
fully insulated type with ample reserve 
capacity. The unit measures 34 inches 
high x 36 inches long x 22 inches wide 
and occupies a floor area of 5% square 
feet. The all-steel welded enclosure is de- 
signed so that units may be stacked ver- 
tically for higher power. 





Porter-McLeod Hydraulic Glaz- 
ing and Mirror Finishing 
Machine 


Designed to provide for maximum pro- 
duction, efficient results, easy handling, 
and safe operation together with mini- 
mum maintenance and the elimination 
of dirt, dust, and air-borne abrasive, a 
hydraulic glazing and mirror finishing 
machine for use in glazing and mirror- 
finishing all types of cutlery, wrenches, 
and flat tools is now being marketed by 
the Porter-McLeod Machine Tool Co., 
Inc., Hatfield, Mass. The vertical oper- 
ation of the rolls of the machine direct 
a large part of all dust generated down 
into a funnel-type trap which may be 
easily removed through an accessible 
cleanout door in the center of the unit. 
All moving parts of the machine are said 
to be protected against the small amount 
of dust which does escape, while the en- 
tire upper part of the machine, from the 
rolls up, is completely dustproof. All 
switch boxes are concealed and protected. 

Both the vertical and cross motion of 
the machine and the roll pressure are hy- 
draulically controlled, thus assuring a 
uniform speed throughout the entire 
stroke and shockless reverse, it is claim- 
ed. The speed of either the vertical or 
cross stroke may be adjusted by merely 
turning dials located on the front of the 
machine and may be set in any combin- 
ation of speeds. The length of the stroke 
is also instantly adjustable without spe- 
cial tools. At the completion of the cy- 
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SPRAY ON 


FILMITE 


PEEL OFF 


PAINT OVERSPRAY 









PRECISION 


Dust Caps & Thread Protectors 










E r 
THE QUICK, EASY 
,COST SAVING WAY 


Specially made for complete protection, 4 
actually COST LESS than paper and rags CUTS 90% OFF BOOTH 
when you count time! Strong, spirally 3 
wound, non-corrosive. For any shapes. ; CLEANING _MAN-HOURS 
Send for folder and samples. A ‘ 
PRECISION PAPER TUBE CO. E REDUCES FIRE HAZARD 
Also mfrs. of Bobbins, Coil Forms, . ELIMINATES PAPER & GREASE 
Dielectric Paper Tubes 








2053 W. Charleston St., Chicago 47, Ill. 
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for 
Electroplating 
and other 


Electrolytic 
Processes 


Columbia Generators embody every feature essential for 
dependable, 24-hour operation. They are built for electro- 
plating service in sizes of 6 to 20 volts, 500 to 20,000 amperes, 
for anodic treatment of aluminum in sizes of 40, 50, and 60 volts, 
500 to 3,000 amperes. Columbia Generators for other electro- 
lytic processes range from 12 to 250 KW, 100 to 40,000 amperes, 
6 to 60 volts. Write for full information. 
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4519 HAMILTON AVE., N.E. CLEVELAND 14, OHIO 
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cle, the operator need only throw a han- 
dle located beneath the bridge to stop 
both the vertical and cross motions at 
the top of the vertical stroke so as to per- 










EXHAUST UNITS 


for Spray Booths 
and Hazardous 
Locations 


Fan Sizes 
12” to 42” 


Free 
Delivery 
C. F. M. 

900 to 29200 


Immediate Deliveries from Stock. 
Also Manufacturers of a complete line of 


waterwash and dry type paint spray booths 
with accessories. Send for details. 


M. & E. Manufacturing Co. 


2571 Winthrop Ave. 
Indiana 
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Porter-McLeod Hydraulic Glazing 
and Mirror Finishing Machine 


mit easy changing of holders. 

A unique feature of the Por- 
ter-McLeod Hydraulic Glazing 
and Mirror Finishing Machine 
is the entirely open back which 
makes it extremely flexible to 
operate. The machine may be 
loaded or unloaded with equal 
ease from either the front or 
the back, and a duplicate roll 
motor switch on the back en- 
ables the operator to stop or 
start the rolls equally well from 
this side. The main operating 
control lever under the bridge 
is equally accessible from 
either side. The unique con- 
struction also permits the op- 
erator to apply compound the 
full length of either roll with- 
out reaching over the other. The 
rolls are supported at each end by two 
large Timken bearings, spaced 9 inches 
apart, which are said to ensure long and 
trouble-free alignment and service. The 
hinged roll guards can be easily swung 
back to permit application of compound. 

The drive from the motors to the rolls 
is by V-belt. The holders provided on the 
machine have a full 36-inch capacity and 
are designed to hold from fourteen 14- 
inch butcher knives to 72 pocketknife 
blades. The machine may be used with 
either felt rolls for cutting down, cloth 
buffs for coloring, or set-up rolls for 
glazing. It is available in two models; 
namely, a Model 47 for glazing and pol- 
ishing blades up to 8 inches in length, 
and a Model 57, similar in all respects 
and having all the features of the Model 
47, for the handling of blades up to 14 
inches in length. 





WE RECOVER YOUR 


SOLVENTS and THINNERS 


from Sludge, Waste, Wash, 
Spoiled Lacquers, etc. 


AND SAVE YOU MONEY 
Each shipment—one drum or a carload—receives 
PROPER and SEPARATE TREATMENT. 
Solvents recovered by the Lofgren Process. 


Write to: 
Solvents Recovery Service, Inc. 
1019 Broad St. or Newark, N. J. 


Hammond Solvents Recovery Service 
241 Brunswick Si. Hammond, Ind. 
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“SPANGLES" 





Request: ‘‘Surface 
Coating with Flock”’ 








65 TREMONT ST., CENTRAL FALLS, R. I. 


Colonial Process Supply Co. Graphic Arts Center Atlas Spec. Mfg. Co. W.H. Hall 
140 W. 23rd St. 508 S. Main St. 3255-59 S. Shield Ave. 182 Jarvis St. 
New York 11, N. Y. Los Angeles 14, Calif. Chicago 16, Ill. Toronto, Ontario 
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Hammond Model ROL Polish- 
ing and Buffing Lathe 


A recent addition to the Hammond of 
Kalamazoo line of polishing and buffing 
lathes offered by Hammond Machinery 
Builders, Inc., 1622 Douglas Ave., Kala- 
mazoo 54, Mich., is the Hammond Model 
ROL Polishing and Buffing Lathe illus- 
trated herewith, which is designed for 
finishing small parts, color buffing, brush- 
ing, and light cut buffing and polishing. 
The machine, which has an 8-inch over- 
hanging spindle, can be furnished with 
a 2 or 3 h.p. motor and with any one 
spindle speed of from 1,200 to 3,600 r.p.m. 
A multi-V-belt drive is provided from the 
motor to the spindle, the speed of which 
can be changed by replacing the motor 
sheave. The motor is mounted on a hing- 
ed plate to allow for easy adjustment of 
belt tension. 

Constructed with an overhanging base 
to provide for ample working space 
around the wheels, the Hammond Model 
ROL Lathe is standardly equipped with a 
2 or 3 h.p., 1,750 r.p.m., ball bearing, gen- 
eral-purpose motor for operation on 220/ 
440 or 550 volts, 2 or 3-phase, 50 or 60- 
cycle current. Both ends of the spindle 
are tapped for taper points. In addition, 
the machine is furnished with a mag- 





ALLWOOD 


“Vienna Brand’”’ Lime 


Made from Limestone that is identical in chemical 
analysis and geological structure with European 
Imported Lime. Tests show a ‘‘lime cake’’ made 
from Allwood ‘‘Vienna Brand’ Lime equals the 
finish made from imported lime. 


WRITE FOR FULL PARTICULARS 


ALLWOOD LIME COMPANY 
Manitowec > Wisconsin 








Install NALCO 


Infra-Red Lamps in 
Your Drying Units 


Time tested—job tried, Nalco 
Infra-red lamps have proven 
highly efficient and long-lasting 
for all types of drying, baking cr 
heating installations ... . self re- 
flecting or clear glass type. 


Send for ‘Drying Problems Made Easy” 


North American Elec. Lamp Co. 
1030 Tyler St. St. Louis 6, Mo. 
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netic motor control having overload and 
low-voltage protection; push-button sta- 
tion; and combination brake and switch 
with spindle lock. Spindles of special] 





Hammond Model ROL Polishing and 
Buffing Lathe 


length or diameter or having other than 
standard width between flanges can be 
supplied on order. 





Ideal Tack Rag 


Said to produce an ideal finish on auto- 
mobiles, refrigerators, metal parts, radio 
cabinets, airplanes, furniture, and so on. 
where synthetic enamel, lacquer, or thin- 
ners are used, a tack rag in sizes of 12 
x 18, 18 x 18, and 18 x 36 inches is now 
being marketed by the Ideal Chemical 
Co., 1689 Lee Rd., Cleveland Heights 18, 
Ohio. According to the manufacturer, the 
rag is made of a special cloth which is 
soft, smooth, and flexible, and is sat- 
urated with a solution specially prepared 
to produce the ‘‘tack’’ that lasts in- 
defintely and will not ignite by spon- 
taneous combustion. 

The Ideal Tack Rag is intended for use 
over a surface gently to remove any dirt, 
dust, sand particles, or lint too small to 
see which might leave a blemish on the 
finished coat, or it can be used after 
finish or final inspection before packing 
and shipping of the work. The rag is 
supplied individually folded and packed 
in a glassine bag, 
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Compact, dependable, easy touse . . 


ALSOP “Sealed-Disc” Filters 


the ultimate answer to YOUR plating problems 


You can depend on Alsop “Sealed- 
Disc’’ Filters to give you more per- 
fectly finished work, which means 
less rejects and reworking. Then 
too, their portability, simplicity and 
general efficiency means less wasted 
time, effort and labor. 


Small wonder these dependable, 





trouble-free filters are top prefer- 
ence with platers everywhere. 


Whether you plate in variety or 
volume, the “Sealed-Disc”’ Filter 
will give you the same remarkable 
results. We'll be glad to give you 
all the facts, or you can get them 
from your regular plating supplier. 








ALSOP ENGINEERING CORPORATION 


204 KEEN STREET, MILLDALE, CONNECTICUT 
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Cambridge Duplex Metal Sling 


A duplex metal sling made of patented 
flexible mesh for handling steel and al- 
loy tubing, bars, and shapes through 
pickling, annealing, and cleaning oper- 











HARRISON 


ae 
COMPOUNDS 


for 
BUFFING and POLISHING 


FASTER CUTTING — ECONOMY 
INCREASED PRODUCTION 
ON 
CUTTING, CUT AND COLOR, AND 
MIRROR FINISHING 


Send Us Your Problems 
We'll Send Samples 


Quality and Uniformity Always 


HARRISON & CO., INC. 
l Haverhill Mass. 
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Cambridge 4-Inch Wide 

Monel Sling being used for 

handling steel tubing through 
a pickle bath 


ations has been devels 
oped by The Cambridge 
Wire Cloth Co., Cam- 
bridge, Md. The sling is 
designed to provide a 
soft firm grip on the 
parts being handled, thus 
eliminating scratches on 
fine finished materials, 
as well as preventing col- 
lapse in the handling of 
thin wall tubing, it is 
claimed. Economy and 
ease of operation are ad- 
ditional features claimed 
for the sling, which can 
be placed around the 
tubing or bars and hooked in the hoist in 
a single operation. 

The Cambridge Duplex Sling can be 
furnished in any metal or alloy that can 
be drawn to wire form to meet conditions 
encountered in various operations. 





H-VW-M “Kote-Masq’’ Stop- 
Off Lacquer 


Described as chemically inert, bubble- 
free, and adherent to all metals, a stop- 
off lacquer which is designed to elim- 
inate masking troubles in selective elec- 
troplating is announced by the Hanson- 
Van Winkle-Munning Co., Matawan, N. 
J. Known as ‘‘Kote-Masgq,”’ the lacquer 
is compounded of a high polymer in spe- 
cially selected solvents, and is supplied 
ready for application by the brush or dip 
method. If desired, the lacquer may also 
be diluted for spraying. 

According to the manufacturer, two 
coats of Kote-Masq are all that are nec- 
essary to effectively mask work using 
any of the above mentioned methods. 
Only a half-hour wait is said to be re- 
quired between coats. In final air drying 
or baking, Kote-Masq sets quickly and 
will not contaminate plating solutions, 
the manufacturer claims. 

Kote-Masq can be used as a stop-off 
coating in either electroplating or anod- 
izing solutions—acid or aklaline, hot or 
cold. The material is available in 1 and 
5-gallon cans and 55-gallon drums. 
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SQ@i- Kiran 


Phosphoric Acid Metal Conditioner 


Prepares Metal 
For Paintings 


CLEANS METAL — Removes oil, rust and 
corrosive agents. 


BONDS PAINT —Etches metal and coats 
with phosphate. 


SAFE — Non-inflammable, non-toxic, non- 
corrosive. 


EASILY USED — Adaptable to your plant’s 
facilities. 


APPROVED—W ide usage for many years. 
e MEETS GOVERNMENT SPECIFICATIONS 


INDUSTRIAL CHEMICAL 
PRODUCTS CO. 


3775 Bellevue Ave. 
DETROIT 7, MICHIGAN 
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Siefen Air-Operated Spray Gun 


An air-operated spray gun especially 
designed for use in spraying liquid com- 
pound on buffing wheels is now being 
manufactured by the J. J. Siefen Co., 5657 
Lauderdale, Detroit, Mich. The gun is 
adjustable for controlling the volume of 





FASTER FINISHING 


If you require Speed and Fast Feed surfac- 
ing for polishing outside diameter of tub- 
ing, rods, steel bars and other materials, 
you will find this PRODUCTION No. 101 
polishing machine a real solution to your 
finishing problem. ° No centering, no 
chucking, no holding. It can be operated 
with inexperienced labor. ®© Tandem ma- 
chines for multiple finishing. 











PRODUCTION MACHINE CO. 


Greenfield, Mass. 
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(Left) Siefen Air-Oper. 
ated Spray Gun. 
(Right) Siefen Air. 
Operated Spray Gun 
set up for applying 
liquid compound to q 
buffing wheel 


liquid compound 
applied to the buf- 
fing wheel and is 
operated by means 
of a foot valve to 
which is connected 
an air pressure 
regulator. A quart 
gravity cup is pro- 
vided for holding 
the buffing com- 
pound. 

A book now 
available from the 
company, entitled ‘‘The Siefen Method of 
Spraying Buffing and Polishing Com- 
pounds,’’ provides complete information 
on the setting up and operation of the 
Siefen Air-Operated Spray Gun. 


Hull Cell Test Set 


A cell test set which enables the plat- 
ing operator to observe the test plating 
characteristics of brass, cadmium, 
chromium, copper, nickel, silver, tin, and 
zinc is now being manufactured by R. O. 
Hull & Co., 1279 W. Third St., Cleveland 
13, Ohio. The set includes a clear plastic 
miniature plating unit designed to pro- 
duce a cathode deposit that records the 
character of electroplate produced at all 
current densities within the operating 
range. The character of the deposit so 
produced is dependent upon the condition 
of the plating bath with respect to the 
primary components, addition agents, 
and various impurities present. 

According to the manufacturer, the 
Hull Cell enables the experienced oper- 
ator to determine the following facts re- 
garding plating baths: (1) the approxi- 
mate limits of bright current density 
range; (2) the approximate concentra- 
tions of the primary constituents, such 
as cadmium content, sodium cyanide 
content, nickel metal content, and so on; 
(3) addition agent concentrations; and 
(4) metallic impurities. The Hull Cell is 
also claimed to be ideal for experimental 
plating investigations, such as for addi- 
tion agents, ‘‘covering power’’ or lowest 
current density at which a deposit is pro- 
duced, average cathode efficiency, aver- 
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It the 10,125 Pratt & Lam- 
bert paints, varnishes and 


lacquers won’t exactly 
meet your needs, we'll 





make you some that will! 


PRATT & LAMBERT-INC. 
Industrial Finishes 
NEW YORK BUFFALO CHICAGO 
FORT ERIE, ONT. 
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age metal distribution or throwing pow- 
er, and effects of pH, temperature, and 
decomposition products. 





**Metex” No. 15 Burnishing 


Compound 


A compound formulated for the eco- 
nomical and efficient burnishing of metal 
products, to be known as ‘‘Metex’’ No. 
15, is now being marketed by MacDermid, 
Inc., Waterbury 88, Connecticut. 

According to the manufacturer, Metex 
No. 15 Burnishing Compound assures a 
bright luster on copper, brass, nickel, and 





THE 
VARNISH PRODUCTS CO. 


MAKERS OF 
CEL-U-LAK Lacquers and 
Enamels 
FORM-A-ROC—alkyd- 
amine enamels 
ALSO 
Bronzing vehicles, adhesives and 
other specialties for the industrial 


finishing of wood, metal, ceramics 
and plastics. 


5206 HARVARD AVENUE 
CLEVELAND, OHIO 








Hull Cell Test Set 


& 
stainless steel without 
using steel burnishing 


balls and works efficient- 
ly in 1 to 3 oz. to a gal. 
concentrations. 





**Tygoflex” Rack Coating 


Known as ‘‘Tygoflex,’’ a rack insulator 
and protective coating which is said to 
build up a thickness of 7 to 4% inchina 
single dip has been announced by the 
Process Equipment Div., The U. S. 
Stoneware Co., Akron 9, Ohio. Based on 
a resin formulation developed to provide 
thick, impermeable protective membranes 
for process equipment, the coating, when 
applied with the usual techniques of dip- 
ping, spraying, brushing, and so on, and 
subsequently subjected to heat for a very 
short period, converts to a thick, im- 
permeable insulator resembling in ap- 
pearance and physical characteristics a 
glossy hard rubber compound. 

According to the manufacturer, Tyro- 
flex Rack Coating can be used with all 
plating acid or alkaline-solutions at tem- 
peratures up to 250 deg. F'. for an unlim- 
ited time, andis unaffected by abrupt tem- 
perature changes, handling the full range 
from boiling cleaners to cold rinse. The 
procedure employed in applying the coat- 
ing is described as simple. Racks are first 
coated with Tygoflex adhesive, heated, 
and dipped in Tygoflex Rack Coating, 
which is then fused by heat (360 deg. 
F. for 10 minutes). Infra-red lamps or 
any other heating eauipment can be used 
for fusing the coating. 





GOLD PLATING SOLUTIONS 


In All Colors 
Guaranteed 100% Pure Gold Content 
Troy Weight * Color Constant 
Tarnish Resistant 
Preven Quality by the Acid Test 
Write or call eur experts about your 
plating problems 


Davis-K-Products Co. 
114 Lexington Ave., New York 16, N. Y. 
Lexington 2-7360 
2-5816 
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The Big Name in the Plating Industry 
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SLIT CERN 


RACK COATING 


for BETTER PROTECTION e¢ BETTER 
INSULATION ¢ BETTER STOP-OFF 


MICCROTAPE is a patented ex- 
truded tape with tapered edge 
making it easier to apply and per- 
mits smoother overlapping, closer 
fit in grooves and around shoulders. 
This is an exclusive feature and 
shop records throughout the plating 
industry prove the many advantages 
of using Miccrotape over any other 
similar rack coating. 


@ No heat sealing necessary @ Unaf- 
fected by 190° plating baths and 


Write for details 
about these two : 
Miccro Products , ee 


MICCROTUBE 


MICCROTUBE—An extruded tub- 
ing with the same outstanding 
physical and chemical charac- 
teristics as Miccrotape. Speedily 
applied to straight and bent 
contact wires, also round splines. 
Will fuse with Miccrotape into a 
perfect leakproof coating. Avail- 
able in inside diameters from 


boiling cleaning solutions @ High. in 
dielectric strength @ Remains tough and 
permanently elastic @ As selective stop- 
off may be used 4 or 5 times before 
discarding @ Excellent for repairing 





Ye" to 1”. any damaged rack coating including 
cg Cs rubber. 
‘ ¢ 
MICCRO, Developed and Manufactured by Experienced Platers 


MICHIGAN CHROME and CHEMICAL COMPANY 
6340 EAST JEFFERSON AVENUE . DETROIT 7, MICHIGAN 
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New Literature 


National Fire Codes Vol. V; National 
Electrical Code, 1947 Edition. Published 
by National Fire Protection Association, 
60 Batterymarch St., Boston 10, Mass. 
408 pages, 6x 9inches. Red cloth binding 
with gold lettering. Price, $2.00. 

This edition of the National Electrical 
Code is a collection of rules governing 
the installation, and to a certain extent, 
the use of electrical equipment. Its pur- 
pose is to reduce the hazard from electri- 
cal fires and electrical accidents by speci- 
fying the exact manner in which elec- 
trical materials, devices, fittings, and ap- 
pliances should be both originally install- 
ed and later maintained. 

Presented for the first time in conveni- 
ent desk reference size (6 x 9 inches), 
the volume is uniform in size and format 
with the other four volumes of the Na- 
tional Fire Codes also published by the 
NFPA. Attractively bound in red cloth 
with gold lettering, the Code contains ex- 
amples, an index of all NFPA publica- 
tions relating to various sections of the 
Code, and an advertising section of ‘‘ap- 
proved’’ products. The volume is said 
to be unique in engineering reference 
books in that the type is extremely easy 
to read and the book is bound so that it 
remains flat when open for reference. 





DSM Installation Portfolio. A portfolio 
of reproductions showing varied and un- 
usual installations of DSM vertical core 
baking ovens, continuous horizontal bak- 
ing ovens, batch type cabinet ovens, and 
drawer ovens has been prepared by the 
Detroit Sheet Metal Works, 1303 Oakman 
Blvd., Detroit 6, Mich. Each page of the 
portfolio is a story in itself with a de- 
scription of the installation illustrated. 

Of 8% x 11-inch size to fit the ordinary 
file and earmarked for ready refesence, 
the portfolio is available free*to execu- 
tives addressing requests on their com- 
pany letterheads. 





Claremont Flocks. A folder containing 
stock shade samples of Claremont rayon, 
cotton, and wool flock for the sign indus- 
try, art and display field, and industrial 


finishes has been prepared by the Clare. 
mont Waste Mfg. Co., P. O. Box 451, 
Claremont, N. H. Copy free upon request, 


Apex Cleaning Compounds. The Apex 
Alkali Products Co., Main & Rector Sts., 
Philadelphia 27, Pa., has prepared litera- 
ture describing various cleaning com- 
pounds, some being specifically designed 
for use on ferrous metals while others 
are recommended for non-ferrous metals, 
One of the compounds described, ‘‘22” 
Cleaning Compound, is a general purpose 
cleaner for ferrous and _ non-ferrous 
metals which is said to chemically clean 
without oxidation or tarnishing of the 
material. 

Copy of the literature is available free 
to individuals addressing requests on 
their company letterheads. 





Schmieg ‘‘Centri-Merge’’ Spray Booth, 
designed to provide a _ swiftly-moving 
stream of air that travels horizontally 
from the work into a solid curtain of 
water which cascades down a perpendic- 
ular flood sheet at the rear of the booth, 
is fully illustrated and described as to 
construction features, installation, appli- 
cations, and so on, in an eight-page 
three-color folder published by Schmieg 
Industries, Inc., 314 Piquette Ave., De- 
troit 2, Mich. Copy free upon request. 


“Reduce Rejects,’’ a four-page color 
leaflet containing instructions on clean- 
ing and pickling cycles for the porcelain 
enameler, has been published by the Spe- 
cial Chemicals Division of the Pennsyl- 
vania Salt Manufacturing Company. Of 
unusual interest in the leaflet are in- 
structions on a new spray type cleaning 
and pickling cycle recently adopted by 
several porcelain enamel manufacturers. 
The leaflet also describes the soak tank 
cycle and various uses for other Pennsalt 
products in porcelain enameling. 

Copies of the leaflet may be obtained 
by writing to the company’s offices at 
1000 Widener Building, Philadelphia 7, 
Pennsylvania. 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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SPARKLER 


Horizontal Plate 


FILTERS 


Because the filter cake is 
held horizontally, it is abso- 
lutely stable to the end of 
each filtering cycle. And 


cost, operation. Sparkler fil- 
ters are pressure-tight and 
leak-proof, designed for in- 
termittent or continuous op- 


eration. 


4 Plating Solution Types 
Rubber-lined for bright nickel 
Stainless steel for acids 

All tron for alkaline solutions 
All Steel (with Stainless Pump) 
for chromium 


cycles are longer because the 
cake retains its porosity 
longer. That is why the “ho- 
rizontal principle,” as em- 
bodied in Sparkler filters, 
gives you more efficient, low 





SPARKLER MANUFACTURING CO. 


Mundelein, Illinois 


Made in Capacities 
60 to 10,000 G.P.H. 


See your supplier or 
Write for details 


Our Engineering Serv- 
ice is available for any 
specialized problems. 
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Whe Finishing “Touch By J. A. Patterson 






















































































“He claims a good brisk brushing is good , 
for his scalp.’’ 
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